VOL TT honda WHICH IS INCORPORATED THE IRON AND STEEL TRADES JOURNAL Single Copy If-. By 
2 Post 1/4. A 
No. 2351 DECEMBER 28, 196! e naval Sub- 


) scription, Home 52/-, 
Registered at the G.P.O. as a Newspaper Offices: John Adam Heuse, John Adam St., London, W.C.2 Abroad 60/- (Prepaid) 


Get going with G4 whatever the job. 

GAs gives fierce or gentle Avat ; fast or slow feat : 
flexible freat ; fully automatic freat ... but always clean, 
economic and reliable feat With the benefits of the indus - 


try's research and its free technical advisory service, enjoy 


confidence with Gas ‘ ISSUED BY THE GAS COUNCIL 
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The Highest Quality — 


Sterling have technical staff 

always available to discuss the best 
box for your particular needs, and this 
Sterling service is world-wide. 
Sterling representatives will be 
pleased to call at your request. 


terlin 


The Best Design 


at the lowest possible price 
commensurate with both 


Sooner or later you will invest in Sterling mould- 
ing boxes because Sterling give you what you 


want. It is always possible to buy something 


a little cheaper but experience teaches that the 
best is the cheapest in the long run and there is 
no doubt that Sterling boxes are the best. Sterling 


were in the forefront fifty years ago. Fifty years 


of effort have maintained them there. Sterling 


keep ahead of the job, like only a leader can. 


Sterling Boxes are Light, Accurate, Durable, 
Strong and Interchangeable. They are made in 
a wide range of sizes from 9ins. square to any- 
thing up to around 14ft. in width to around 
27ft. in length for special requirements. 
Sterling boxes are made for bench moulding of 
the simplest kind to the most highly mechanised 
foundries using the latest automatic machines. 
They are made for lightly rammed boxes, to 
boxes used on the latest type of very high 
pressure moulding machines. 


Illustration shows model style ‘SLT* 


MANUFACTURERS OF BETTER MOULDING 


BOXES 


STERLING FOUNDRY SPECIALTIES LTD., BEDFORD, ENGLAND. 


593 Cogent 


i 
| 
* 
4 
= 
4 
a 
4 
< 


DECEMBER 28, 196! FOUNDRY TRADE JOURNAL 3 


CORE OILS AND BINDERS 


For every 
type of 
casting 


Carbon steel valve casting, 
weight 3 tons, tested under 
pressure at 2,000 lbs per sq. 
in., for oil-installation. 
Photo of core and casting 
by courtesy of 

Messrs Lake & Elliot, Ltd., 
Tron and Steel Founders, 
Braintree, Essex. 


* CORE OILS 

* COLD SETTING OILS 

* CORE CREAMS 

* SEMI-SOLIDS 

* CO, BINDERS 

* CEREAL BINDERS 

* MIXING & CORE MACHINES 


Spermolin) 


Established over 
half a century. 


THE HALLMARK OF QUALITY 


Write to: 
SPERMOLIN LIMITED, UNION STREET 
SOUTH, HALIFAX, ENGLAND. Tel: 4197. 
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ON JOBBING WORK—BUT UNDER A CONTINUOUS PROCESS! 


The above photograph, appearing by the kind permission of The Alliance Foundry Co. 
Ltd., of Luton, Beds., shows one of our Sand Projection Machines No. 6, which has been 
installed and is now operating in their Foundry. 

It is indeed a recommendation for our machines that this particular Foundry, one of 
the most modern and progressive in Southern England, catering for medium sized 
grey iron castings, should have selected our S.P.M. Machine to replace their previous 
sand ramming unit. 


Why not follow their lead? 


Send for details, or, for one of our technical representatives if you wish to discuss the 
installation of the S.P.M. in your factory. 


We are at your service—Always. 
FOUNDRY MECHANISATIONS (BAILLOT) LTD. 


Main Offices & Works: DENBIGH ROAD, BLETCHLEY, BUCKS. 
Tel.: BLETCHLEY 3354 Regd. Office: 29, CROMWELL ROAD, LONDON, S.W.7. Croms; “FOUMEC BLETCHLEY. 
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The word is... Bh. 


— as good as its bond 
USE IT FOR— 
* Bonding synthetic moulding sands. 
tural bonded 
| * Reclaiming used sand. 
i 
ALBOND is an economical Bonding Clay 
/ for ferrous and non-ferrous foundries. 


It mixes well in all standard type mills, and 
the bond develops rapidly. It possesses 
excellent plasticity, and its ability to maintain 
its great strength over a wide range of 
moisture content makes it an ideal foundry 
material. 


ALBOND-ed sands have good flowability 


leading to easy and uniform ramming, and 

good collapsibility reducing the danger of Cee 

hot tears and cracked castings and facilitating ee) vf 

the knock-out. 


SPEEDY DELIVERY— ALL ORDERS 
EXECUTED WITHIN ONE WEEK 


Photographs by courtesy of 
HURDSFIELD FOUNDRY LTD. 


THE ALBION PULVERISING CO. LTD. 
ND 


STREET, BIRMINGHAM, 3 
Telephone : CENtral 1574 
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Announcing 


PROVED PRACTICAL PRICE CONSCIOUS! 


First introduced at the American Foundry Show, Cleveland, in 1958, several of these 
Acrators have been tried out in various foundries and now we offer them to you! We 
have always been able to offer an efficient Aerator or Disintegrator for any capacity. 
Now the C.B.M. has arrived ! 

The C.B.M. Aerator, for which British and Overseas Patents are pending, has these 
features— 


Available for any hourly sand capacity up to 100 tons per hour. 

Suitable for mounting over any width of flat belt conveyor. 

Can be incorporated in plants of our own design or in any plant, by anybody, 

anywhere. 

Can be used in new or existing installations. 

- you need is a flat rubber conveyor belt on the distribution side of the Sand 
ant. 

Can easily and quickly be fitted with adjustable brackets or fixings. 

No independent supporting structure, platform or chutes needed—just mount it 

over a flat beit, inclined or parallel to floor level. 

No noise, jo!lting or vibration. 

Saves cost of additional supporting steelwork. 


FOUNDRY EFFICIENCY 


RADE MARK 


LIMITED 


Leighton Buzzard, Bedfordshire, Sagioull 


Telephone: Leighton Buzzard 2441 (5 lines) Telegrams : ‘Equipment,’ Leighton Buzzard, England 
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AERATOR ... 
The newest idea in Sant Aeration 


Saves Elevator height and ideal for low headroom installations. 
C.B.M. is lower priced than other Aerators or Disintegrators. 


Can be installed in a few hours—cuts erection costs and does not interfere with 
production. 


Single low-powered electric motor drive—5 to 7; h.p. is usually ample, even for 
high outputs. 


Vee rope drive and fully lubricated chain drive to twin paddles of special patented 
design. 


Machine is fully guarded. 


Quickly removable rubber cover for cleanliness, inspection and maintenance. 


Reduced maintenance—no pins to replace. 3 a, 
sand for distribution to moulding lines. ; 


” 


Produces fully aerated “ silky 


One of our clients already has four C.B.M .Aerators in their foundry plant—why don't you try one? All we 
want is a drawing of existing belt conveyer, decking and platform, and confirmed belt width and speed and 
maximum hourly sand output—we con give you a quick quotation and short dependable delivery. 
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may Ingots by Road... 


/ “™ \\\Ingots by Rail... 
(‘] \ Ingots by Water... 


Ingots by AUSTINS 


are despatched quickly and easily from our 

new metal works at Stanstead Abbots, Herts, which 
now meeting the ever increasing demand for 

our high quality non-ferrous metal alloys. 


Stock Warehouses: London, Birmingham, Leeds. 
E. AUSTIN & SONS (LONDON) LTD. 


AUSTINS Metals Division: Stanstead Abbots, Ware, Herts 


NON-FERROUS Tel. Stanstead Abbots 341. Telex. 81164. Grams. Optative Ware. 


METALS Head Office: Atlas Wharf, Hackney Wick, London E.9 
Tel. AMHerst 2211 
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TILGHMAN’S Ltd. 


OVERHEAD 
MONORAIL CONVEYOR 
ABRASIVE 

CLEANING PLANTS 


One of two Overhead Monorail 


Conveyor plants installed in the 
foundry at the Ford Motor Co. Ltd., 
Dagenham, for cleaning tractor and 
commercial components. The 
machine is equipped with six centri- 
fugal blast units, which give complete 
cleaning coverage to the heavily 
loaded conveyor hangers passing 
through the cabinet. 


DUAL TABLE 
WHEELABRATOR 
PLANTS 


The machine illustrated has two 9 ft. 


diameter tables, and is installed in the steel 
foundry of the English Steel Corporation 
Ltd., Sheffield. In this instance, production 
has been doubled and the handling halved, 
compared with the cleaning method used 
previously. 


T:.GHMAN: 
LTD. 


BROADHEATH, ALTRINCHAM, CHESHIRE 


Tayson T507 
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TWO GRADES ARE MADE—10°% AND 5% ASH— 
THE LATTER WHEN MIXED | TO 25 OF SAND SHOWS 

Jess ASH IN THE MOULD FACE... OF MUCH 
GREATER IMPORTANCE, HOWEVER, TO CASTING-FINISH IS 
CONTROLLED VOLATILE ESPECIALLY WHEN COUPLED 
WITH THE RIGHT CHOICE OF GRIST-SEZE TO ASSIST 
PERMEABILITY. FOR 50 YEARS THE VAST MAJORITY OF 
BRITISH FOUNDRYMEN HAVE FAVOURED CUMMING'S 
COAL DUSTS—THEY STILL DO. 


WILLIAM CUMMING & CO. LTD. 


Kelvinvale Mills Whittington Mills Deepfield Works Sunnyside Mills 
GLASGOW, N.W. CHESTERFIELD BILSTON FALKIRK 
Maryhill 1033 5314 41203 161 
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oa THE PAST = - CONSTRUCTIONAL have supplied 


Cupolas under the TITAN” trade 
mark to all parts of the world. 


THE PRESENT- coNSTRUCTIONAL are supplying 


Cupolas to customers in this country 
and overseas, both Cold Blast and Hot 
Blast installations, utilising either in- 
dependently fired or recuperative 
blast heaters. 


THE FUTURE - CONSTRUCTIONAL offer a full 


range of Melting Plant complete with 
mechanised handling facilities; Cold 
Blast Cupolas, Hot Blast Cupolas with 
either independently fired or Re- 
3 cuperative Blast Heaters, oil fired or 
electric receivers. 


PHONE MIDLAND 4753-4 
GRAMS STRUCTURAL 


A MEMBER OF THE 8.1.0. ENGINEERS LTD. GROUP 


TITAN WORKS . CHARLES HENRY ST. ¥ BIRMINGHAM 12, 
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TO THE | — CURRO 


FOUNDRY 


ALINOR 
ALSICA pe CODEGA 


PURIC 


CODEOX 
CRULIN 


Key to Sectional Drawing of Mould 
Send for 
booklet No. 

Metallurgical Control use of Fluxes. 
fe EECRO 2 Clean Metal by using Ceramic Strainer 
Cores and Discs. 

3 Coal Dust additional to Facing and 

4 Silverskin Blackings, Plumbago and 
5 


Cores using Crulin and Crudol 


Sl | VERSKIN Core Binders (Oil Bonded, Air Setting Cereal 
¢ L 6 


Moulds Parced with Beecro Silica Free 
4Parting Powder or Beecrol Parting Liquid. 
75 Casting Feeding with Alsica 
Exothermic Feeder Heads. 
Moulding Boxes by B.F.U. 


is provided by— 
BRITISH FOUNDRY UNITS LTD., 
RETORT WORKS ‘CHESTERFIELD 
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LIMITED 


BIRMINGHAM 
Scapa Works 
Langley Green 

Oldbury, Birminghan 

Tel: Broadwell 1611 

Telex 33183 


SHEFFIELD 
Stevenson Road 
Attercliffe 
Sheffield, 9 
Tel: Shetheld 41216 
Telex 54205 


4nd at Newcastle, Bedford, Cardiff, Bow, Coventry and Belfast 


MANCHESTER 


Frederick Road 
Pendleton 
Salford 6 

Tel: Pendleton 248! 
Telex 66448 


LONDON 
Scapa House 
Park Royal Road 
London N.W.10 
Tel: Elear S811 
Telex 25239 


+ 
+ 
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$44 
b+ 
secs 


| SINCE \ WE 
‘ADOPTED 


| BIRSHIELD 


VISORS 


OUR ACCIDENT RATE 
HAS DECLINED 


When complete enclosure is unnecessary, some 
workers, particularly younger women, are inclined to 
discard safety goggles because their head bands could 
spoil hair styles. No amount of lecturing will persuade 
them otherwise. The answer to this problem is quite 
simple. Give them Birshields, with their spectacle-type 
frames. Their cost is only 5/- a pair, and as with all 
other Elliott safety goggles, the Celastoid flameproof, 
shatterproof, splinterproof windows are replaceable. 
For this type the windows are |/9d. each. 


WHEN COMPLETE CLOSURE IS 
NECESSARY 


LEFT Birflex—4/6d. per pair. Spare windows | /6d.'each. 
RIGHT—Supaflex—designed to be worn over spectac ‘es 
5/- each, spare windows | 9J. cach 


E.Elliott Limited 


315 SUMMER LANE, BIRMINGHAM, 19. 
Tel. Aston Cross 1156-7-8-9 
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A tale of seven cats... 


CATASET 


Here's a fine set of Cats!—a range of Air Set- 
ting Resin Binders specially bred by Catalin 
for use for cores and for mould facings 
backed up with regular moulding sand. With 
simplified and improved accelerating systems 


SIX MORE CATS 


CATALAC Fiame and Air Set Sprays give a good 
casting finish and a clean strip. Foundry managers 
find that this kind of Cat keeps fettling down to a 
minimum. 

CATACORE the specialised quick-baking bitider. 
Here's a Cat that makes a core that makes foundry 
managers purr with satisfaction because it gives 
them faster, smoother, cheaper cores. 

CATAMOLD is a range of powdered Shell-Moulding 
Resins. All the Cats in this family produce excel- 
lent shell mouldings, without ‘peel-back’. 


Catalin's specialised knowledge and years of research 
into foundry resins and resin conversion can help 
/ you in your foundry. Catalin will even breed new 
A Cats to overcome your special problem. Ask a Catalin 
} — man tocall and give you a Cat Show in your foundry. 


they give a better, cleaner finish and a big 
reduction in time and fettling. Foundry man- 
agers like to have these Cats around—they 
save them so much money. Why not set them 
to work for you 


FROM CATALIN 


CATABOX This Cat will give you a choice of resins 
for the Hot Box process. There are Furane type 
or single stage phenolics. Catabox specialises in 
speed and quality. 

CATAWASH Here's a whole family of Core and 


Mould Washes, bases and paints. Like ali of the 
Catalin Cats they'll keep your castings really 
clean. 


CATACOTE better casting is this Cat’s business—a 
cool Cat for the cold pre-coating of sand—for bet- 
ter shells at far less cost than conventional resins. 


Limited 


CATALIN LIMITED, Waitham Abbey, Essex 


Telephone: Waitham Cross 23344 4 
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MOULDING 


BOX 
BUSHES 


can save you money in six 
ways all at the same time. 


STANDARD SIZES— ODS and bores are sized 
to enable standard reamers and barstock to be 
used on the box without further machining. 


LONG LIFE — BAC Nitrided Bushes at over 
1050 VON outlast the ordinary bush many times. 


ACCURACY — Limits held to .002” on diameter 
or across flats. Less scrapped castings ! 


4. RADIUSED INNER CORNERS —A detail 


refinement which improves performance. 
$. RADIUSED LEAD-IN — Speeds up insertion. 


6. AVAILABILITY — All standard sizes in stock. 


It pays to bush with 


BUSHES 


BRITISH AERO COMPONENTS LTD., MONTAGUE ROAD, WARWICK. 
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WEIGHING 
EQUIPMENT 


serves the 
Foundry 
Industry 


i 
} 


Checking raw material deliveries, 
controlling the mix, 

charging out by weight 

all call for fast, accurate weighing. 
So call in Ashworth Ross— 

for Weighbridges and 

every type of Industrial Scale. 


ASHWORTH ROSS & CO LTD 
Scout Hill, Dewsbury Telephone 1760 


Sales and Service Offices at: 
LONDON MANCHESTER SHEFFIELD 
BIRMINGHAM * NEWPORT (MON) 
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the productivity 


of the CQ> process 


for making 


total castings 
| 


better cores and 


moulds faster 


THE DISTILLERS COMPANY LIMITED 
CHEMICAL DIVISION 

Carbon Dioxide Department (C.2) 
Devonshire House, Mayfair Place, 
Piccadilly, London, W.1. 

Tel: MAYfair 8867. 

Area Sales Offices 

Southern Area: Broadway House, The Broadway, 
Wimbledon, S.W.19. Tel: Liberty 4661. 

Northern Area: Queens House, Queen St., Man- 
chester, 2. Tel: Deansgate 8877. 


With the CO. process, all sizes of cores and 
moulds can be made with just one sand batch. 
This cuts out complex mixing and testing. 
Immediately the core or mould is manually or 
mechanically rammed, a COz injection sets the 
sand hard in seconds. That’s all—no oven dry- 
ing is needed, saving fuel, cranage, time and 
space. The strength of the sand and sodium 
Silicate mix is excellent and its reaction with 
the CO, predictable; so core and mould bond- 
ing can be accurately controlled. Result: fewer 
defective castings, greater dimensional accu- 
racy and better finish. The process is so simple 
that these important improvements can be 
achieved with less skill, and with the simplest 
equipment. For full details of the economy, 
productivity and quality control made possi- 
ble by the CO, process, write to D.C.L. 
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FOUNDRY 


WATCHING POINTS... 


Care at every stage of manufacture... constant watch- b 
fulness .. . constant control. That is why Bradley & 

Foster refined iron is established as first choice with 

knowledgeable foundrymen and metallurgists. 

Supplied to any specification. 


BRADLEY & FOSTER LIMITED 


FOR QUALITY CONTROLLED REFINED PIG IRON 
DARLASTON - STAFFORDSHIRE 


Telephone: JAMes Bridge 2353 (7 lines) Telegrams: BRADLEY DARLASTON 
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HIGH EFFICIENCY GRINDING 
COMBINED WITH 


HIGH EFFICIENCY 
DUST EXTRACTION 


PEDESTAL GRINDERS 

Luke & Spencer manufacture a large -range of pedestal and 
swing frame grinders which incorporate the latest developments 
in efficient dust extraction. 

Single or double ended pedestal grinders can be supplied with 
wheels ranging from 12 inches to 36 inches diameter. 


SWING FRAME GRINDERS 

These machines can be supplied B.S.C.R.A. GUARDS 

with 16in. or 20in. diameter Wheel hoods developed by rhe 
wheels on the type of grinder British Cast Iron Research 
illustrated or 12in. and 14in. Association can be fitted if 
diameter wheels on models with desired. 

the grinding wheel running 

parallel to the body of the 

operator. 

The 12in. model does not 

embody dust extraction features. 


ABRASIVE WHEELS 
For High Speed and Normal 
Speed use. For Snagging 
and Precision grinding. 
Luke & Spencer produce a 
“7 full range of abrasive wheels 
—— under our trade names 
“Borolite”, “Victramic”’. 
“Lukspenite’’. 
These cover resinoid, vitri- 
fied, rubber, shellac and 
silicate bonds. 


VIADUCT WORKS, BROADHEATH, ALTRINCHAM, 
CHESHIRE. 
Phone: Altrincham ,3281/2/5 Grams Emery. Altrincham 
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MOULDING 


for COMPLETE MONOLITHIC LININGS - 


SPECIAL SHAPES REPAIRS TO BRICKWORK 
| | Approx. weight required | 
How Type | Methods | Refrac- riley amen per | per } j 
| Supplied | of Set | of Use | toriness Hardening | Temperature | cunictoot | cubic metre | For further details of the 
| ibs, igs. ! full range of Plastic 
| Maksiccar Plastic | Plastic Hand 1730°C 900 1580°C 140 } Refractories, Refractory 
| Stein Sillimanite | | | moviding | 1700°C is | 23 | Cements and Castable 
| Stein 73 Plastic Plastic | | Patching |+1750°C | 100°C 1800°C | Pamphlet No for 
Stein Chrome | Semi- r | 
Patch | Plastic [patching 17806 Our technical department are 

| Maksiccar Patch | Plastic | also available to advise on 
| Stein 73 Patch or 1750°C 600°C 1800°C 175 suitability of and 

Stein Magnesite | patching correct ramming procedure. 
foo Mixture | | 1750°C 175 2804 


JOHN G. STEIN & Co. Ltd. Bo 


nnybridge, Scotland. Tel: BANKNOCK 225 (4 tines) 
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N O. 0 PREPARED 


BLACKING 
PHENIX 


BLACKING or 
PLUMBAGO MIXTURE 
for the CO, process 


STEELMOL for STEEL and SPECIAL IRON CASTINGS 


SYNTHETIC GRAPHITE 


HIGH CARBON BLACKING - TERRA FLAKE - COAL DUST 
PLUMBAGO 
AND “ALUMISH” FOR ALUMINIUM 
Non-Silica PARTING POWDER 


JAMES DURRANS & SONS LTD 


PHCENIX WORKS & PLUMPTON MILLS PENISTONE near SHEFFIELD 
Telephone: PENISTONE 312] and 3122 Telegrams: BLACKING, PENISTONE 
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(MXSXSXC) 


NATURALLY BONDED 
MOULDING SAND 


wide range of permeabilities and strengths to 
suit any foundry requirement—produced under 
laboratory control, technical assistance given 


on any sand contro! problem. 


write or telephone 


THE MANSFIELD STANDARD SAND CO. LTD. 
MANSFIELD - ENGLAND 


Telephone: Mansfield 2440 


HANSBERG 


EO 


For Denser Cores and 
Faster Production 


Extended core box life. 
Minimum venting problems. 


Minimum air consumption. 


ROY EVANS 


(Coreshooters Sales Ltd.) 


TYPE H 2ibs. 44, PRESTBURY RD., CHELTENHAM. HSA, HI2A, H25A, H80, 
Telephone: CHELTENHAM 55105. 17-260ibs. 
Patented and Mfd. by Off. Mecc. FRITZ HANSBURG Mudena, Italy. Automatic Oil-pneumatic 
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ORGANISATION OF THE UK FOUNDRY INDUSTRY 


The foundry industry of the United Kingdom is represented by the following organisations, 
many of whose proceedings are regularly reported in this JOURNAL:— 


lronfounding Employers’ Associatior: 


COUNCii OF IRONFOUNDRY ASSOCIATIONS 


Chairman: M. J. Glenny. Director: Kenneth Marshall. Ass. Direc 
tor: J. W. Butler. Secretory: D. L. Farrant, |4, Pal! Mail, London, §.W.1 
Phone: WHitehail 7171 Participating Associations: British Cast Iron 
Research Association (affiliated); Institute of British Foundrymen (affili- 
ated), and the following:—-Association of Automobile and Allied 
High-duty lronfounders. Secretaries, Heathcote and Coleman, 69, 
Harborne Road, Edgbaston, Birmingham, 15. ‘Phone: Edgbaston 4/41. 
‘Grams: “ Clarify,” Birmingham, British lronfounders’ Associa- 
tion and British Bath Manufacturers’ Association. Director and 
Secretary: J. Galbraith Sneddon, C.A., 145, St. Vincent Street, Glasgow, 
‘Phone: Cenira!l 289! ‘Grams: Groundwork,” Glasgow. 
British Grit Association (affiliaced).—Secretary: J. Campbell Mac- 
Gregor, 10, Bank Street, Airdrie, Lanarkshire. British Malleable Tube 
Fittings Association.Secretary: F. B. Ridgwell, 196, Shaftesbury 


Avenue, London, W.C.2. ‘Phone: TEMple Bar 6052-3. ‘Grams: “ Brima- 
tufia London Cast-Iron Chair Association.Secretaries: Peat, 
Marwick, Mitchell & Co., The Cast Iron Chair Association, Queen's 


Square, Middlesbrough, Yorkshire. Cast Iron Heating Boiler and Rad- 
iator Manufacturers’ Association.-Secretary: J. R. Aldam, 69, Can- 
non Street, London, E.C.4. ‘Phone: CiTy 4444. British Cast Iron 
Pressure Pipe Association.—-Secretary: W.1!. Campbell, 14, Pal! Mall, 
London, S.W.1. "Phone: WHirehall 7941. Cast Segment Associa- 
tion.—Secretary; YW. Rose, Stanton Ironworks Company, Limited, 
P.O. Box 3, near Nottingham. National Association of Malleable 
lronfounders.—Secretary: E. N. Turner, Chamber of Commerce 
Offices, Tudor House, Bridge Street, Walsall. ‘Phone: Walsall 5671. 
National and Midland tronfounders’ Association.—-Secretary 

W. Sims, 69, Harborne Road, Edgbaston, Birmingham, 15. National 
Ingot Mould Association.—-Secretaries: Peat, Marwick, Mitchell & 
Company, 301, Glossop Road, Sheffield. "Phone and ‘Grams: Broomhill 
6303 Roll Makers Association of Great Britain.—Secretaries: 
Peat, Marwick, Mitchell & Company, Beaufort House, Newhall Street, 
Birmingham, 3. ‘Phone: Central 666! -3. 


NATIONAL FEDERATION OF ENGINEERING & GENERAL /RONNFOUNDERS 


Chairman: E. Kenneth Gould, Goulds Foundries, Limited, Newport, 
Mon. Secretaries: Mann, Judd & Co., 8, Fredericks Place, London, 
E.C.2. Constituent Associations: |ronfounders’ National Confedera- 
tion and National lronfounding Employers’ Federation. 


IRONFOUNDERS' NATIONAL CONFEDERATION 


Chairman: R. A. S. Lomax, Ashwell & Nesbit, Limited, Barkby Road, 
Leicester. Secretaries: H. Overton, Salt & Company, | 2th Floor, City 
Centre House, 30, Union Street, Birmingham, 2. ‘Phone: Midland 8427 
Branch Associations: East and West Ridings.—Secretary: C. L. Carver, 
Ellerby Foundry, Ltd., Ellerby Lane, Leeds, 9. "Phone, Leeds 31538. 
London, Home and Eastern Counties and Midlands Secretary: D. Swain, 
H. Overton, Sale & Company, 30, Union Street, Birmingham, 2. North 
M.dlands:—Secretary: F. Summers, Ashwell & Nesbit, Limited, Barkby 
Road, Leicester. "Phone: Leicester 67151 North Western.—-Secretary: 
D. Swain, H. Overton, Salt & Company, 30, Union Street, Birmingham. 


NATIONAL IRONFOUNDING EMPLOYERS’ FEDERATION 


President: E. Kenneth Gould, Saunders Valve Co., Ltd., Grange Road, 


Cwmbran (Mon.). Secteteries: Mann, Judd & Co., 8, Fredericks Place, 
Old Jewry, London, E.C.2 ‘Phone: METropolitan 8613. "Grams: 
“ Manjudca Phone,” London Branch Associations: Leeds ond 
District lronfounders’ Association.—Secretary, F. H. Foster, H. J 
Gill & Co. (Leeds), Led., 194, Cardigan Road, !eeds, 6. "Phone: 
52020 Leicester and District lronfounders’ Employers’ Association. 

Secretary: C. S. Bishop, 8, New Street, Leicester. "Phone: Leicester 
58842. Liverpool and District |ronfounders’ Associatior Secretary: J. S$ 
Hassal, 16/18, Hackins Hey, Liverpool, 2 "Phone: Central 10114. 
Manchester and District |ronfounders’ Employers’ Association.—Secretaries: 
Webb, Hanson, Bullivant & Co., 90, Deansgate, Manchester. ‘Phone: 


Blackfriars 8367. ‘Grams Sound,"’ Manchester. Monmouthshire Foun- 
ers’ Association (incorporating Cardiff and District Founders’ Association). 

Secretary: |. J. Smith, Tredegar Foundry, Newport, Mon. ‘Phone: New- 
port 66771. ‘Grams: Rogerwinch,”’ Newport. North of England Iron- 
founders’ Association.—Secretaries: Mann, Judd. Gordon & Co., 6l, 
Westgate Road, Newcastie-upon-Tyne "Phone Newcastle 20836. 
"Grams: ““Mannca,”’ Newcastle. North Staffordshire lronfounders’ Asso- 
ciation.—Secretary: J. H. L. Beech, Bourner, Bullock & Co.. Federation 
House, Station Road, Stoke-on-Trent. ‘Phone: Stoke-on-Trent 44245. 
Scottish lronfounders’ Association.—Secretaries: Mann, Judd. Gordon & Co., 
142. St. Vincent Street, Glasgow, C.2. "Phone: Central 2857. "Grams: 


*Mannea,” Glasgow. Sheffield and District lronfounders’ Association. 

Secretary Frank Hepworth, 59, Clarkehouse Road, Sheffield, 10. 
‘Phone: Sheffield 60047 ‘Grams: “ Emplofedra,” Sheffield South 
of England Ironfounders’ Association.—Secretaries: Mann, Judd & Co., 


"Phone: METropolitan 


8, Fredericks Place, Old Jewry, London, E.C.2 


8613 ‘Grams: “ Manjudca Phone,” 
Founders’ Association.—Secretary: W. 
Swansea. ‘Phone: Swansea 59/66. 
of England ironfounders’ Association. 
®, Fredericks Place, Old Jewry, London, E.C.2 


London. Welsh Engineers and 
. M. Davis, |, St. James Gardens, 
"Grams: “Iron” Swansea. West 
Secretaries: Mann, Judd & Co., 
"Phone: METropolitan 


8613. ‘Grams: “‘ Manjudca Phone,” London. West Riding !ronfounders’ 
Associotion.—Secretaries: Charles D. Buckle & Co., 55 Sunbridge Road, 
Bradford, |. ‘Phone: Bradford 25346. 


Other Employers’ Associations : 
BRITISH STEEL FOUNDERS’ ASSOCIATION,3 i 


Chairman: C. Kain, M.i.Mech.E., F.1.M., Lake & Elliot, Limited, 
Braintree, Essex. Director and Secretary: J. Bolton, Broomgrove 
Lodge, 13, Broomgrove Road, Sheffield, 10. "Phone and ‘Grams: 
Sheffield 63046. 


ASSOCIATION OF BRONZE AND BRASS FOUNDERS 


President: W. R. Buxton, Eyre Smelting, Company, Limited, Tandem 
Works, Merton Abbey, London, S.W.!9. Secretaries: Heathcote & 
Coleman, 69, Harborne Road, Edgbaston, Birmingham |5. ‘Phone: 
Edgbaston 4141. "Grams: “ Clarify,” Birmingham, 15. 

LIGHT METAL FOUNDERS’ ASSOCIATION 

Chairman: L. R. Carr, M.P., John Dale, Limited, Brunswick Park Road, 
New Southgate, London, N.Il. Secretaries: Heathcote & Coleman, 69, 
Harborne Road, Edgbaston, Birmingham, |5 "Phone: Edgbaston 4/41: 
"Grams: “ Clarify,” Birmingham, 15. 


FOUNDRY TRADES’ EQUIPMENT AND SUPPLIES 
ASSOCIATION 
President: R. Sutcliffe, Fordath Engineering Company, Limited, 
West Bromwich, S. Staffs. Secretaries: Peat, Marwick, Mitchell 
& Company, 94/98, Petty France, London, S.W.!. ‘Phone: ABBey 
7515. "Grams: “ Crusades, Sowest,”” London 
NATIONAL SOCIETY OF MASTER PATTERNMAKERS 


President: Mr. R. W. Mousley, Leamington Pattern Making Companyg 
Limited, Queensway Trading Estate, Leamington Spa. Secretaries: Fisher 
& Firkins, 12 Cherry Street, Birmingham, 2. ‘Phone: Midland 5100. 
Technical: 

INSTITUTE OF BRITISH FOUNDRYMEN 

D. A. Richards, Thomas Richards & Sons, Limited, Se. 
Philips Marsh, Bristol 2 Secretary: G. Lambert, {4, Pall Mall, 
London, S.W.!. ‘Phone: 714!-2. Branch Secretaries.— 
Australia (Victoria): G.D. Thompson, Royal Melbourne Institute of Tech- 
nology, 124, Latrobe Street, Melbourne. Birmingham, Coventry and West 
Midlands: S. N. Wrightson, National Foundry College, Stafford Street, 
Wolverhampton, Staffs. Bristol and West of England: G. W. Brown, Lynd- 
hurst, Caincross Road, Stroud, Glos. E. Midlands: G. C. B. Lamb, ** Glyn- 
debourne,”’ Woodhouse Road, Horsley, Woodhouse, Derbyshire. Lancs.: 
H. Buckley, 44, Woodbridge Avenue, Audenshaw, Manchester. Lincs. 
D. Killingsworth, Ruston & Hornsby, Limited, Spike Island Foundry, 


President 


Lincoln. London: T. Wills, F. & M. Supplies, Limited, 4, Broad Street 
Place, London, E.C.2. Newcastle-upen-Tyne: S. Forster, Armstrong- 
Whitworth (Metalindustries), Led.. Western Road, Jarrow-on- 


Tyne. Scottish: A. Marshall, 60, St. Enoch Square, Glasgow. Sheffleid: R. 
Wright, 7!, Bramley Lane, Sheffield |3. Tees-side: G. Morris, Head Wright- 
son lronfoundries, Limited, G.P.O., 10, Egglescliffe, Stockton-on-Tees. 
Wales ana Monmouth: L. Tarr, “Glen Rise," Church Road, Tonteg, 
Pontypridd, Glam. West Riding of Yorkshire: F. Sutcliffe, 109, Highroad- 
well Lane, Halifax, Yorks. 5S. Africa: J. Steele, P.O. 346, Kempton Park, 
Transvaal, South Africa. Section Secretaries.—-Beds. and Herts.: 
W. Twaddle, 92, Great Northern Road, Dunstable. Coventry and 
District: M. R. J. Evans, 414, Nuneaton Road, Bulkington, Nuneaton, 
Warwicks, East Anglia: K. Bolton, British Stee! Piling Company, Limited, 
Zenith Works, Claydon, Nr. Ipswich. Falkirk: J. Smith, 25, Strachan Street, 
Camelon, Falkirk. Nota!: J. R. Walton, P.O. Box 1113, Durban, 
Natal, South Africa, North East Lancs H. Tattersall, A.M.i. Mech. E., 
353, Manchester Road, Burniey Lancs Northampton and 
District: W. . Ford. Morris Motors, Limited. Engines Branch, 
Nuffield Foundry, Wellingborough Slough: R. J. Bown, 5, Cape of 
Good Hope Road, Chalvey. Southampton: Dr. O. P. Eineri, F.1.M., 
“ Eos,” 23, Midanbury Lane, Bitterne Park, Southampton. Stoke-on- 


Trent: J. Bailey, Cooke, Bailey, Limited, Morley Street. Hanley, Stoke- 
on-Trent. West Wales: C. G. Jenkins, |, Hendrefoilan Avenue, Sketty, 
Swansea. 


BRITISH INVESTMENT CASTERS’ TECHNICAL 
ASSOCIATION 


Secretary: E. G. Donaldson, B.Sc., 5, East Bank Road, Sheffield, 2 
"Phone: Sheffield 28647 


Research Associations 
BRITISH CAST IRON RESEARCH ASSOCIATION 
Alvechurch, Birmingham. ‘Phone and ‘Grams: Redditch 2715-8. 
Scottish Laboratories: Blantyre Industrial Estate, Blantyre, Lanark 
shire. ‘Phone Blantyre 486. 
BRITISH STEEL CASTINGS RESEARCH ASSOCIATION 
East Bank Road, Sheffield, 2. ‘Phone: Sheffield 28647. 
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These two photo- 
graphs show the 
top and bottom 
parts of the 
mould before 
they are closed. 


79 HOURS SAVED IN GOREMAKING 


This 14 ft. square casting for a George Richards’ horizontal borer 
incorporates intricate cores. By using the Corovit cold-setting technique 
the accuracy of the cores is improved and coremaking time drastically 
reduced—from 180 to 100 hours. The immense strength of the core is well 
illustrated by the massive overhangs. 


COROVIT is manufactured and sold in the U.K. solely by FORDATH, who prepay licence fees to Reichold 
Chemie A.G. of Switzerland. Reichold are the proprietors of British Patents 653,530 & 761,035. Thus foundries 
using COROVIT are automatically free from liability to suit for infringement of these patents when they use 


peroxide-group accelerators in their cold-setting work. 


Photographs by kind permission of George Richards & Co. Ltd., Broadheath, Altrincham, Cheshire. 


ASK $26):72),09;@ TO TELL YOU ABOUT COROVIT COLD-SETTING TECHNIQUE 


THE FORDATH ENGINEERING COMPANY LIMITED, BRANDON WAY, WEST BROMWICH, STAFFS, ENGLAND 
Telephone: West Bromwich 1665 Telegrams: Fordath Telex West Bromwich Telex No: 33415 


Bastable 
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- Photograph shows : 


Two large storage hoppers with 
rotary table feeders, supplying 
reconditioned sand to belt con- 
veyor; to bucket loader (with 
bifurcated chute) which charges 
two 2F size August-Simpson Mix- 
Mullers. Batch capacity of each 
Mix-Muller is 2,000Ibs. Note 
ee —— — the August Mould Conveyor in 
foreground. 


> 


Sole Licensees and 
Manufacturers for the 
British Empire 
(excluding Canada, 
Australia and New 
Zealand) of the 
Simpson Sand Mixer 


Photograph published by courtesy of Messrs. 
Shotton Bros. Ltd. Malleable lronfoundry 
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1961_—a Mixed Bag 

Nineteen-sixty-one has not been exactly a vintage year for the UK foundry 
industry, yet there has been neither boom nor slump. The credit squeeze had 
a banal influence on some makers of consumer goods, such as heating and 
cooking appliances, whilst unofficial strikes injured the interests of firms 
catering for the automobile industry. This, of course, adversely affected not 
only iron, but also the light-alloy and die-casting sections of our industry. 
Bronze and brass founders have also suffered from decreased demand, but the 
October figures showed a sharp recovery. With steelfounders, business has 
been better than in 1960. Here, the energetic forward-looking policies initiated 
both by the individual founders and their trade organization over the last 
decade have borne fruit. Theirs was indeed a difficult task, as a major market 

that of the supply of armaments—has shrunk to relatively small proportions. 
No longer is the output of steel castings a barometer of military activity. 
Great progress has been registered in the production of precision investment 
castings—here, output statistics based on weight have less meaning than in other 
branches of founding. 

A good measure of prospects for the foundry interests would be the money 
the industry spends each year in new plant. At the moment, no figures are 
available for measuring such activity, but steps have been proposed to remedy 
this state of affairs. It is known the equipment side has during the year 
received very large export orders; these help in no small measure to keep the 
industry alive to modern requirements. A large overseas business has been 
cultivated, too, by some of the master patternmakers, which has compensated 
somewhat for the decline in orders from the home automobile founders. 
Strange to relate, reports from the agencies of the Board of Trade but a few 
years ago as to the possibility of expanding the sale of patterns overseas was 
most disheartening, the conclusions all pointing to the need for a man-on-the- 
spot making last-minute al‘erations. However, since it is now the custom to 
include with a consignment of patterns, actual castings made from the 
equipment, the objection can be minimized. The important conference 
organized by the British Steel Castings Research Association in the Autumn 
did much to clarify exactly what the steelfounders needed in the way of plant 
and how far these requirements could be met, especially if joint research were 
undertaken. 

During the year, a great foundry technical Congress was held in Vienna 
and its undoubted success was due to the organizing secretary, Dr. Sigut. 
A small feature which apparently went unnoticed by many of the 1,500, or so, 
delegates was that for the first time in history of the foundry industry, the 
postal authorities provided a special cancellation on mail emanating from 
Congress headquarters. Other noteworthy events of the year were the 
Cheltenham Conference of the Institute of British Foundrymen, that in 
Florence for precision investment casters, the golden jubilee celebrations of 
the French and Belgian foundry technical associations, and participation of 
the Italians in the annual meeting of the National Society of Master Pattern- 
makers. With the proviso that there are no major labour disputes in industry, 
founders should be able to look forward with confidence to some slight 
improvement in 1962. 
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Correspondence 
To the Editor of the FouNDRY TRADE JOURNAL 
ANCIENT CANNON FOUNDRY 
Sir,—I was interested to read the article in- the 
FOUNDRY TRADE JOURNAL of December 14, entitled 


“Ancient Cannon Foundry” by T. R. Harris. To 
give more uetaiis about the “ young man from Switzer- 
land ” mentioned in the article, I enclose a copy of the 
relevant part of the “Dictionary of National 
Biography ” which was sent to me a year or two ago 
by a friend of mine. ‘ 

Andrew Schalch, 1692-1776. was a master founder 
and was born at Schaffhausen in Switzerland. After 
being employed in the cannon foundry at Douay 
he came to England and in August, 1716, he was 
engaged to build the furnaces and provide the 
utensils for the new brass foundry at the Warren 
(later the Arsenal) Woolwich. Up to that time it 
had been used as a depot for stores, and cannon 
had been proved there but not manufactured. The 
only place for casting ordnance in England was 
Bagley’s private foundry in Moorfields, where Whit- 
field's Tabernacle afterwards stood. A number of 
people assembled there on May 10, 1716. to see 
some of the French guns taken by the first Duke of 
Marlborough recast as English pieces, and an 
explosion occurred by which 17 persons were killed 
and others injured. It was in consequence of this 
disastrous accident that a government foundry was 
decided on. 

The story has been repeated that Schalch, a young 
and unknown man, predicted the explosion, having 
noticed the dampness of the moulds; and after it 
had taken piace he was advertised for and that the 
selection of a site for the new foundry was left to 
him. He has, therefore, been considered as the 
father of the Arsenal. But the story is unauthen- 
ticated and no such advertisement has been traced. 

On the contrary one has been found (July 10, 
1716) inviting competent men to offer themselves, 
after the site had been chosen and the buildings 
begun. A good report of Schalch’s capacity having 
been obtained through the British Minister in 
Brussels, his appointment was confirmed in Octo- 
ber; his pay was fixed at £5 per day. 

He remained master founder for 60 years and 
acquired much wealth and a great reputation. In 
Flemming’s Soldat Allemand (1726) the excellence 
of the British brass pieces is specially mentioned. 
It is said that Schalch would never suffer the fur- 
naces to be opened till the workmen and spectators 
had joined him in prayer. Schalch died at the age 
of 84 and was buried in Woolwich Churchyard. 
The Bagley mentioned was one of a line of bell 

founders who mostly had their foundry at Chacombe. 
near Banbury. The Bagley who was killed was 
Matthew Bagley II. The Bagley family was bell- 
founding from 1631 until 1782.—Yours, etc. 

PAuL TAyLor. 


The Bell Foundry, 
Loughborough. 


TWO SUBSTANTIAL ORDERS from overseas received by 
W. J. Jenkins & Company, Limited, engineers, Retford. 
Nottinghamshire, are for an extension to a coal- 
carbonizing plant for the municipality of Port Eliza- 
beth, South Africa, and valued at £50,000. and two 
asphalt batch-mixing plants for Spain. worth £40.000. 
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British Standards Institution 


Revised codes of practice announced in the Decem- 
ber issue of BSI News includes CP 332,301: 1961, 
Domestic space-heating by means of independent gas 
appliances, price 10s. The revised code takes into 
account advances made in the design and range of 
space-heating appliances and developments in installa- 
tion technique since the initial publication in 1947. 
It gives comprehensive guidance on the selection and 
installation of radiant or convector fires to provide 
degrees of thermal comfort according to calculated 
standards, by full heating, background or supple- 
mentary heating. Tables are provided for calculation 
purposes. In an appendix the methods of calculating 
heat requirements are explained, and a method of 
fitting gas fires to existing brick chimneys is discussed 
as well as the use of precast flue blocks for hearth 
and panel fires, and conventional flue systems for tall 
buildings. 

Amendment No. 3 has been issued to BS 1010: 1959, 
draw-off taps and stop valves for water services (refer- 
ence number when ordering, PD4367); Amendment 
No. | to BS 1017: Part 2: 1960, sampling of Coke 
(PD4366), and amendment No. | to BS 1902: 1952. 
methods of testing refractory materials (PD4342). It is 
also announced in this issue that reprints are now 
available of BS 1218: 1946, sluice valves for water- 
works purposes (5s.), and BS 2902: 1957, higher tensile 
steel chain slings and rings, links alternative to rings, 
egg link and intermediate links (10s.). New work 
started includes that on a glossary of terms relating 
to materials handling; and letters, symbols, signs and 
abbreviations (revision of BS 1991, Part 1). Amongst 
draft standards circulated for comment appears 
AB(MEE)7683, tensile testing of metals (revision of 
BS 18: 1956), and AB(SFE)8034, code for the sampling 
and analysis of flue gases (revision of BS 1756: Parts 
1 and 2), copies of both these draft standards cost 
3s. 6d. each. All the standards mentioned are avail- 
able from the sales branch of the Institution at 2, Park 
Street, London, W.1. 

* * * 

It is interesting to record that in this issue of 
BSI News there is an account of works visits made by 
the new ISO committee to discuss the unification of 
crane standards. It so happens that both the visits, 
illustrated pictorially, were to foundries. The first 
picture shows delegates watching a mobile crane climb 
in a one-in-five gradient at the Letchworth works of 
K & L Steelfounders & Engineers, Limited, and in 
the second picture some of the visitors are examining 
a dockside hoisting unit at Stothert & Pitt, Limited, 
Bath. 


THE BritisH RED Cross Society, 14/15, Grosvenor 
Crescent, London, S.W.1, announce that Smith & 
Nephew, Limited, has donated a silver trophy for com- 
petition among small factories (those employing fewer 
than 50 people) in England and Wales, to encourage 
both management and workpeople to take a greater 
interest in first-aid. The trophy will be presented each 
year to the factory which, in the opinion of the 
judges, achieves the highest proportion of qualified 
first-aid people on its staff and has provided the best 
first-aid arrangements. Entry forms are available from 
local units of the British Red Cross or from the public 
relations officer, Smith & Nephew, Limited, Bessemer 
Road, Welwyn Garden City, Herts. Completed entry 
forms for the 1962 award must be returned by Septem- 
ber 30, 1962, and entries for the first award will be 
acceptable during all the first nine months of 1962. 
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Estimating Feeder Dimensions for 


Sand Castings 


FOUNDRY TRADE JOURNAL 


By J. Weston L.I.M. and V. Kondic, B.Sc., Ph.D.* 


A method for estimating feeder dimensions in sand castings is 
described. This is based on determining experimentally the solidifica- 
tion times for various types of feeders and independently for castings 
and using the graphs obtained therefrom for dimensioning feeders. 
The method is applied to estimate feeder dimensions for a number of 
sections cast in several non-ferrous alloys. The results, although con- 
firming the validity of the basic principle proposed, require further work 
in order to confirm the usefulness of the method for general applicaticn. 


Feeding of castings and designing feeder-heads 
to achieve this purpose is as old a problem as that 
of making castings. In the first instance a feeder 
is necessary if the casting is to reproduce adequately 
the shape of the mould cavity, without shrinkage 
phenomena at the surfaces of castings, a require- 
ment which is essential in the production of most 
classes of castings. Secondly, for many classes of 
castings feeders are essential to minimize or avoid 
shrinkage cavities appearing internally. On the 
other hand there exists certain types of alloys which 
do not require much feeding and certain designs of 
castings where feeding is not essential, but by and 
large, the solution of the feeding problem is an in- 
tegral part of both craft and science of metal 
founding. 


Practice 

In current foundry practice two _ distinct 
approaches to the solution of feeding problems are 
being used. By far the most-widely used method 
is that based on direct practical experience. For 
different compositions of alloys, classes and designs 
of castings, and for different methods of moulding 
there exists a wealth of practical data concerning 
feeders. This can be found in foundry records and 
technical publications, or equally frequently only as 
the unrecorded experience of skilled foundrymen 
Most of such data is based on sound metallurgical 
and engineering observations which, when properly 
used, can solve most, if not all, of the practical 
problems of feeding castings. Accordingly, in 
many foundries today feeders are designed either 
on the basis of shrewd “ guessing ” or by using pre- 
viously obtained data which are systematically cor- 
related and developed into graphs or formule 
Frequently a combination of these two methods is 
used. 


Calculation 


A further general method of obtaining feeder 
dimensions which is at present used in the sand 


Mr. Weston is research assistant in the chemical engineer- 


ing department, and Dr. Kondic is senior lecturer in founding 
at the University of Birmingham 


foundry industry is that of calculation. This is 
fundamentally based on a definite scientific prin- 
ciple which has been developed theoretically or 
empirically into formule or graphs for obtaining 
feeder dimensions. The principle which has been 
used most widely in the past is that of relative 
solidification times. In order to function properly. 
a feeding-head must solidify after the casting, ahd 
the main question to be solved in practice is that of 
relating solidification times of the feeder and the 
casting to other quantities readily obtainable. It was 
Chvorinoff' who first pointed out that solidification 
time can be related to the geometry of a casting 
which can be most simply expressed in terms of its 
volume-to-surface ratio. Many attempts have been 
made both on theoretical bases as recently reviewed 
by Patterson and Koppe, and on experimental 
bases as discussed by Bishop’, to improve on as well 
as to clarify various issues originating in the 
application of Chvorinoff’s principle to feeder calcu- 
lation. One school of thought, viz., that of Pellini er 
al’, has developed the concept of the “ casting shape 
factor ” which can be related to the solidification 
time, and which, when supplemented by experi- 
mental data, can be used for feeder calculation. 
The other school of thought as represented by 
Patterson and Koppe’ points out that geometrical 
factors alone cannot satisfactorily solve the 
problem, and therefore they introduce other vari- 
ables such as feeding volumes and casting and 
feeder design factors. Basically both of the above 
calculation methods of feeder dimensioning use the 
geometry of the casting as the starting point, but 
develop different relationships in the end, depending 
on the final accuracy aimed at and the general 
applicability of the proposed formule to sand- 
foundry practice. The extent to which these 
methods of feeder calculation have already, or will 
in future, replace the currently and preponderantly 
used empirical methods, is as yet difficult to esti- 
mate. There is little doubt however that feeder 
dimensions can be obtained by calculation for some 
alloys and for a limited number of feeder and cast- 
ing designs for which sufficient experimental data 
necessary for such calculation have been made 
available. 
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Solidification Times 


The method of feeder dimensioning which is pro- 
posed in this paper is basically different from the 
two calculation methods outlined above. Instead 
of using geometry of the casting as the basic 
quantity related to the solidification time, it is 
proposed to use solidification time itself as 
measured directly by taking appropriate cooling 
curves. In this sense the « ‘posed method is, at 
this stage of its developr at, essentially based 
on experimentally obtained data, which are how- 
ever, both readily obtainable and directly appli- 
cable. 


Limiting Factors 


Any method of feeder dimensioning must take 
certain basic metallurgical and foundry factors 
into consideration: (a) Feeding characteristics and, 
therefore, feeder requirements are alloy dependent: 
this includes the quantity of liquid and the solidi- 
fication volume contractions as well as the way 
in which solidification contraction occurs in rela- 
tion to the temperatures of solidification (freezing 
range), and in relation to the freezing mechanism 
(liquid and solid distribution or pasty zone depth). 
Accordingly, identical feeding heads will not feed 
equally-well identical castings if these are made 
in alloys of dfferent freezing characteristics; (b) 
feeders have to be designed in such a way to satisfy 
moulding, gating and fettling requirements of cast- 
ings, they must be positioned relative to the cast- 
ing (top, side, open, blind) to promote most 
advantageous temperature gradients in castings— 
possibly combined with application of chills—and 
at the same time to avoid cooling, which leads to 
either distortion or stresses, their number must 
be such that they feed the whole of the casting 
adequately and at an optimum economy of foundry 
work as well as of metal. These foundry variables 
cannot be used as bases for feeder calculation, but 
such calculation must take note of the above 
factors in the final dimensioning of feeders, other- 
wise they will remain only an academic exercise; 
(c) sand moulding presents the feeding problem 
in its most general case but even in this class ot 
castings alone, there are a number of specific 
feeder variables, for example, the geometry of the 
feeder itself or feeder-shape factor and also 
cooling characteristics of the materia! surrounding 
the feeder (plaster, sand, insulating materials, exo- 
thermic covers and sleeves). Feeder calculations 
must therefore consider specific feeder designs and 
materials; (d) Feeder problems encountered in 
other than sand castings, for example, with per- 
manent, ceramic, shell and plaster moulds, are 
similar to the sand feeding problems, but they 
differ in certain basic as well as technical details 
which must be taken into account in feeder cal- 
culations in such cases. 

On the bases of the above considerations it is 
clear that the starting point of feeder dimension- 
ing must be that of the correct interpretation of 
all the founding and economic factors which are 
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encountered with a particular casting design and 
methods of making castings. Location of feeders, 
their basic design and even their number can be esti- 
mated on the bases of these preliminary delibera- 
tions. The next step is that of selection of optimum 
feeder geometry and material to be used, whilst 
also paying attention to the alloy characteristics. 
Finally, dimensions of feeders and their correct 
number are obtained either by empirical methods 
or by calculations or graphs, as previously dis- 
cussed. 


SOLIDIFICATION TIME 


HEAD DIA CASTING size 
Fic. 1.—Relationship of solidification times of 
feeders and casting, obtained experimentally. 


\ =start of solidification, of solidification 


MIN 


——» SOLIDIFICATION TIME, 


' 
! 
' 


2 in4 2x2 
HEAD DIA. IN BAR SECTION IN 


FiG. 2.—Solidification time of heads and bars in 
LM6 aluminium alloy. 


\=start of solidification, Z<end of solidification 
and St. =standard. 


It is clear that a completely general solution 
of the feeding problem for sand castings in terms 
of a single equation is hardly practicable, there 
are too many castings and feeding methods and 
designs to make such an equation a feasible propo- 
sition. On the other hand, a general equation 
can be formulated for some specific cases on the 
principle that solidification time of a feeder should 
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be greater than that of the section which is to be 
fed, and then the quantities involved may be re- 
lated to the geometry of the casting and of the 
feeder. Following this line of approach for selected 
alloys and materials, the necessary constants to 
make such equations directly applicable are 
obtained experimentally, as shown for example 
by Patterson and Koppe* and Bishop.* However, 
a number of assumptions have still to be made 
in this approach and one of the most formidable 
difficulties is that of taking into account all the 
possible shapes that are encountered in the design 
of castings and to assess correctly various shape 
interrelationships that can arise. The method of 
feeder dimensioning proposed in this paper avoids 
complications due to the casting geometry and 
makes use of solidification times obtained directly 
and experimentally. 


Proposed Method 

The principle of the proposed method of feeder 
dimensioning can be best explained by means of a 
graph, Fig. 1. Solidification times of a series of 
feeding heads varying in size but of a given shape, 
in a given material and poured in a given alloy 
are obtained experimentally. From the results 
obtained, graphs showing the start as well as the 
end of solidification in relation to the feeder 
diameter are drawn. Similarly, total solidification 
time of selected casting sections which are to be 
fed are obtained experimentally. Feeder dimen- 
sions to feed a given casting section can be 
obtained on the bases of the following propositions. 
A section “a™ which ends solidification at time 
“t™ cannot be fed with a feeder d; which ends 
solidifying at the same time t. But a feeder of 
diameter d, which is just starting to solidify after 
time t:, should fully feed this section. Alternatively 
a feeder of diameter d partly solidified at the time 
t may be satisfactory. The object of this paper 
was to test whether this approach could be used 
for estimating feeders in sand castings. 


Experimental Work 


The experiments described were carried out 
in three stages First, solidification times for 
selected series of feeders were obtained for a 
given alloy. Secondly, solidification times of a 
small number of simple-shaped castings were ob- 
tained with the same alloy. Finally, from the 
data obtained, feeder dimensions were determined 
which would be expected to feed the casting 
shapes used. Similar experiments were then re- 
peated for a number of light and copper-base 
alloys of different solidification characteristics. The 
aloys used were all of commercial and standard 
composition, and unless otherwise stated poured 
in all cases at 100 deg. C. superheat. 


Feeders 

The selection of feeder heads involves several 
problems as already discussed. For the purpose 
of this work exothermic sleeves of various 
diameters and in all cases having height h equal 
to internal diameter d and 0.5-in. wall thickness 
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were chosen. These were moulded in Congleton- 
base sand (3.5 per cent. bentonite and 3.5 per cent 
clay) medium rammed, and the mould carrying 
the feeder placed on an insulating brick prior to 
pouring. After pouring, the top of the feeder was 
covered with exothermic powder and the solidifi- 
cation times recorded using 28 gauge cromel/ 
alumel thermocouples and a high-speed tempera- 
ture recorder. The accuracy of the temperature 


measurement was +5 deg. C. and of time recorded 
+10 sec. Solidification times obtained for various 
feeder dimensions and in different alloys are 


given in graphs 2, 3, 4 and 5. These graphs show 
start and end of solidification curves for both 
standard exothermic feeders embedded in mould- 
ing sand and also “insulated” feeders. In this 
latter case feeders were wrapped in corrugated 
paper which on burning left an insulating air 
gap between the feeder and the moulding sand. 
The graphs show the general usefulness of insulat- 
ing the head as well as the fact that the time 
of start of solidification increases relatively 
slowly relative to head diameter, in comparison 
with the time of the end of solidification which 
increases relatively more rapidly 


Solidification Time of Cast Bars 

Four rectangular shapes were used, viz., | by 2, 
1 by 4, 2 by 2 and 2 by 4 in., all 8 in. long. These 
bars were cast flat, moulded in medium rammed 
Congleton sand, using the same alloys and pour- 
ing temperatures as with the feeders. Ends of 
solidification times for these bars are shown also 
in graphs 2, 3, 4 and 5. As the dimensions of the 
bars used were selected arbitrarily and only few 
in number, no attempt was made to draw general 
solidification time graphs for cast bars especially 
as these are not required in the subsequent dis- 
cussion. 


Feeding and Examination of Cast Bars 

Before applying solidification time data for 
feeder dimensioning, two questions have to be 
considered. The first is that of feeder positioning 
on the casting. Research data available dealing 
with this problem suggest that end-feeder would 
be most suitable for feeding the cast shapes used 
in this work. This type of feeding was therefore 
selected, and feeders were placed at the end of bars 
and on a semi-circular extension. The gating was 
similar for all alloys used, the ingate of suitable 
design being joined to the base of the feeder. 

The second question is that of selecting a datum 
line for solidification time of a feeder relatively 
to that of the casting. Solidification times of 
feeders and bars used in these experiments were 
obtained separately, whilst in fact during feeding, 
a head loses a certain amount of metal to the cast- 
ing to compensate for the liquid and solidification 
volumetric shrinkage of the casting. This leads 


conseauently to a shorter solidification time of 
the feed when joined to the casting than that 
obtained when the feeder solidifies separately. In 
order to compensate for this, a feeder could be 
selected which has the start-of-solidification time 
equal to the end-of-solidification time of the cast- 
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ing, and then its volume (height) increased by the 
amount of volumetric shrinkage of the casting. 
In this instance, the casting is expected to be fully 
fed as the feeder only starts solidification at the 
time the casting is ending its solidification. In 
fact, the feeder being an integral part of the cast- 
ing, will delay the cooling of the adjacent section 
of the casting and similarly the casting will tend 
to take some of the heat of the feeder. These inter- 
change-of-heat effects will vary from one casting 
design to another and could be determined only 
experimentally. 

For the purpose of this work feeders were 
selected on the bases that start of solidification time 
as shown in graphs 2, 3, 4 and 5 is equal or very 
nearly equal to the end of solidification time of the 
bar which is to be fed. No other assumption or 
correction was used and the question whether this 
leads to under-dimensioning or over-dimensioning 
of feeders was left to be decided on the bases of the 
results obtained. 

Type, standard (s) or insulated (i), and dimensions 
of feeder-heads used, mechanical properties of edge 
(e) and centre (c) of 1 by 1 in. test-bars cut from the 
cast bars, as well as their densities are given in 
Table 1, for the alloys used. In addition, feeder 
yield is given, expressed as a percentage of solidi- 
fied-feeders to the volume of liquid metal in the 
feeder after pouring. 


Comment 


It is proposed to discuss three different aspects of 
this work separately—solidification times, mechani- 
cal properties of alloys, and dimensioning of 
feeder-heads. 

Solidification Times 

An interesting feature revealed in Figs. 2 to 5 is 
the divergence of start and end of solidification 
curves with an increasing feeder diameter. For 
each increment of the diameter of the feeder the 
start of solidification in the feeder is delayed but 
only relatively little in comparison to the end of 
solidification time. The value of insulating the 
feeder sleeve is also demonstrated in the graphs. 

The main question arising from Figs. 2 to 5 is 
whether the value of the start of solidification time 
in feeders, or some other value, should be taken as 
the reference time for feeder dimensioning. Quanti- 
tative arguments relating to this question are dis- 
cussed subsequently, but some general points can 
be made at this stage. Clearly, if the metal in the 
feeder remains liquid long after the casting has 
solidified, the feeder is too large or over-dimen- 
sioned, and conversely, if the feeder and casting 
solidification times are equal, the feeder is inade- 
quate. The maximum required feeder diameter can 
therefore be obtained with reference to the start of 
solidification time of the metal in the feeder. On 
the other hand, with some partial solidification in 
the feeder at the time the casting is completing its 
solidification, it could be still possible for a casting 
to be fully fed. From the preliminary results 
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obtained in this work it appears that such an 
assumption of partial solidification in the feeder can 
be allowed more readily with short—rather than 
long—freezing-range alloys and with iarger rather 
than small diarneter feeder. The more exact value 
of the extent to which possible partial solidification 
in feeders is compatible with successful feeding 
remains to be determined experimentally. 
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Fic. 3.—Solidification time of heads and bars in 


aluminium alloy. 
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Fic. 4.—Solidification time of heads and bars in 
aluminium-bronze. 


A-=start of solidification, Z 
and St. <standard. 


end of solidification, In. insulated 


In this work, solidification times both of feeders 
and of cast bars were obtained by direct experi- 
ment. It is clearly possible to make use of basic 
laws of heat transfer to extrapolate the data 
obtained for other dimensions of feeders and bars 
The amount of experimental work to obtain 
adequate data for solidification times of feeders of 
different designs and in different materials would be 
therefore necessarily limited. Castings vary much 
more in design and shape but even in this case 
adequate data for feeder dimensioning could be 
obtained from a limited number of experiments 
Another question concerning the value of solidifica- 
tion time is whether this quantity for feeders and 
castings should be obtained by separate experiments 
or simultaneously with the feeder being attached to 
the casting which is being fed. Whilst there are 
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TABLE 1.—Kelationship of Mechanical Properties of Test-bars fed with different types of Feeders (the LM series are aluminiun 


Feeder Test-bar 
Bar 
section Size Ultimate 
rype depth by Edge > tensile Per cent Density 
height in Centre strength. elongation 


LM6 2 1 by E 6 2 Degassed and modified (3 per 
per cent cent. K, N salt) at 75 deg. ¢ 
Si 11.6 5 by § E 


LM4 melt 1 2 > ‘ : Degassed with N,, for 10 min 
per cent at 1 litre per min 
Si 4.75 ‘ 


LM4 melt 2 2 by y 4 As LM4 melt 


Al-hroncze 5 5 ingot charge, no treatment 
per cent 
Al 7.20 


Vn- Brass 
per cent 
Sn 0.28 


no treatment 


0.04 


Leaded Melted under charcoal, degassed 


Gunmetal with N, for 5 min. at 1 litre 
per cent per min. Deoxidized with 


melt 1 5 5 2 5 0.05P 


Leaded 


elt 1 of the same alloy 
Gunmetal 


melt 2 
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allous 
Feeder 
Alloy vield Remarks ‘a 
| 
_&§ Mn 0.13 4 by 2 i 2.5 by 2.5 E 10.5 5 these 
2 66 ix 
&.72 3 
( 7.84 2 
Cu 3.23 2 by 2 i 1.5 by 1.5 E $.08 1.5 2.65 4 
Fe 0.66 iby 2 i by 3 E 8 2 
2.63 
2 
Mn 0.57 7.6 1 
Ti 0.13 
4by 1 i 1.5 by 2 E 9.32 2 ea 
2.76 
( 9.08 1.5 

2 by 2 i 2 by 3 E 9.04 2 2.77 3M Retr 
4 by 2 i 4 by 4.5 E &.78 1.5 
2.75 40) 
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4 by 2 3 E 25.4 37 
( 24.8 32 ee 
2 by 1 by 1 30.7 20 8.27 13 ingot hare, 

4 by 1.5 by 1.5 E 32.1 21 
Fe 0.51 ( 19 
Al O.80 2 by 2 2 by 2 
2 E 0 19 23 15 
Mn 0.86 4S by 2 j 2 by 3 E 31.3 21 wis 
4.26 20 : 

Ni ( 29.3 1s 
( 5.12 4 
Sn 5.10 2 by 2 i 2 by 2 E 7.52 5 8 59 42 4 on 
Pb 5.27 iby 2 i 3 E 7.84 6 
Zn 4.20 7.92 7 
$by i 2 by 2 E 12.60 20 
( 10.5 14 
2 by 2 i 2.5 by 2.5 E 12.40 16 8.69 $8 Boca 
4 by 2 i 3Bbv4 E 12.36 18 
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some advantages for choosing either way, it is 
clearly preferable at the present stage of develop- 
ment of proposed method of feeder dimensioning 
to obtain solidification times separately. The sub- 
sequent experimental work will show in due course 
whether any definite advantages would be gained by 
obtaining solidification times jointly rather than 
separately. 

Mechanical Properties 

The term feeding for a casting is a relative term. 
Castings can be fully fed, implying zero porosity in 
the solid casting, or partly fed, implying porosity 
varying from 0 to 5 per cent. Similarly, the 
porosity could be uniformly dispersed or concen- 
trated in certain parts of the casting. The choice 
and the extent of feeding is determined by moulding 
and casting considerations and is related to the sub- 
sequent application of castings in industry. Measur- 
ing the extent of feeding could be either direct, for 
example density measurement, or indirect by 
measuring a property related to the density, for ex- 
ample mechanical properties. These two simple 
methods of measuring the extent of feeding were 
selected in this work, but other methods, some more 
and some less accurate, could have been used satis- 
factorily, for example, radiography, micro-radio- 
graphy, density distribution and others. 

The results given in Table | show that for most 
alloys and bar sizes selected the extent of overall 
porosity as compared with maximum density in 
wrought alloys of the same composition, is of the 
order of 0.5 to | per cent. Previous studies of 
feeding sand castings’ have shown that greater 
degree of soundness than these figures are obtain- 
able in sand castings but require special casting 
techniques. 

One interesting feature of soundness and of 
mechanical properties of castings is the change 
in these properties with an increasing cross-section 
size. Whilst the range of cross-section size studied 
in this work has not been very wide, it is interest- 
ing to note in Table 1 that variations in sound- 
ness and mechanical properties obtained are quite 
small. This indicates that the bars used have been 
equally well fed in all cases. In two instances. 
with LM4 alloy and with leaded gunmetals 
properties obtained with the first melt were below 
the expected standards. Clearly in these two cases 
feeders selected were not adequate. Consequently 
feeders were enlarged as discussed in the subse- 
quent paragraph and the tests repeated, giving 
more satisfactory results. The reasons for these 
particular observations are discussed in the next 
section. 


Dimensioning Feeders 


The general object of the work described in 
this paper was to provide experimental data to 
test a method for dimensioning feeders in sand 
castings. This object has been largely achieved in 
so far as to show that the method suggested was 
successful in obtaining uniformly fed cast bars. 
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General Application 


What remains to be discussed is a series of 
questions related to the basic issues involved for 
a general application of the proposed method. 


Datum Time 

Should a feeder be fully liquid or partly solid 
(and to what extent) at the time when the casting 
has just solidified? The former of the two assump- 
tions was made in this work. The results show 
that this assumption gave correct anwer for pre- 
dicting feeders for alloys of short freezing range. 
but was not correct for alloys of long freezing 
range. This is no doubt due to the fact that the 
assumption used is based on solidification times 
of feeders solidified separately, and does not take 
into account loss of metal from the feeders to the 
casting during feeding. This is clearly demon- 
strated in the feeder yield values shown in Table !. 
This implies that in fact the feeders used could 
have partly solidified during feeding, but they 
were still successful in feeding short range freez- 


ing alloys. This could be explained as being due 
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Fic. 5.—Solidification time of heads and castings 
in leaded gunmetal. 


of solidification, Z 
and St. ~standard. 


end of solidification, In. insulated 


to a narrow width of the pasty zone during solidi- 
fication obtained with these alloys, leaving the 
central liquid in the feeds to feed castings ade- 
quately. On the other hand, these feeders pre- 
sumably partly solidified, were not adequate for 
long freezing range alloys solidifying through a 
pasty mechanism which extends across the whole 
casting cross-section. For this reason feeders were 
enlarged for alloys LM4 and the leaded-bronze. 
the additional volume used being equal to the 
volumetric shrinkage of the cast bar, resulting in 
better feeding as shown in Table 1. The correct 
amount of enlargement required above that pre- 
dicted from the graph 3 and 5, for the long freezing 
range alloys remains one of the points for further 
study. 


Type of Feeder 

Any general approach to the problem of dimen- 
sioning feeder must take into account the fact 
that there are several possible feeder designs, 
materials and methods of placing feeders on cast- 
ings as dictated by casting design, moulding, pro- 
duction and cost requirements. In the present 
work only one typical feeder design (cylinder), 
one material (exothermic sleeve) and one typical 
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casting shape (bars of various cross-section) were 
used. The experimental method used was close 
to that which is defined as “side feeding” in 
foundry practice. Consequently the data obtained 
would apply best to the conditions of side feeding. 
- There does not appear however an obvious reason 
why other feeder materials, feeder designs or cast 
shapes would invalidate the basic approach to 
feeder dimensioning as outlined in this paper. 
Solidification times would be obtained experiment- 
ally for any combination of variables as required 
and the data used in the manner described. Clearly 
a certain amount of experimental work is required 
at this stage, but this would not be extensive to 
cover materials and shapes most widely used in 
a given foundry. Feeder dimensioning would be 
placed in this manner on a general, quantitative 
and direct basis which could be used directly on 
the foundry floor concerned. 


Other Methods 

The main feature of the proposed method of 
feeder dimensioning is the application of solidifi- 
cation graphs obtained by direct experiment. 
Other currently used methods of feeder calculation 
are based on the data obtained from surface and 
volume measurements of castings and feeders re- 
spectively. In these methods too, experimental 
work is required to obtain various types of con- 
stants before a particular equation or graph could 
be applied in practice. The main difference 
between the proposed and currently available 
methods of feeder calculation lies in the fact that 
the former is more direct and simpler in applica- 
tion, whilst the latter depend on a combined appli- 
cation of casting geometry and experimentally 
established constants for specific sets of alloys and 
castings conditions. 


Conclusions 


Sand castings have been and are likely to stay 
one of the most varied of metallurgical products: 
shapes, sizes, alloys, moulding methods are but 
a few of many other sources which led to this 


are on the other hand certain 
principles that underline most castings and one 
of these is feeding. This paper describes one 
approach toward obtaining feeder dimensions on 
a general basis which may serve both towards 
better understanding of cast metals as well as 
improvements in foundry practice. 
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(Copies of complete specifications are obtainable 
Patent Office, Sales Branch, 25, Southampton 
Chancery Lane, London, W.C.2, price 48. 6d 


861,566. Stauffer Chemical Company, 380, 
Avenue, New York City, N.Y., USA 
The melting and casting of metals under vacuum 
to remove co-mixed or dissolved volatile matter. The 
invention provides for a casting process operable on 
a continuous basis for producing castings of devolatized 
metal at a lower cost than has been previously possible. 


861,635. E. J. Schaefer, 
Bluffton, Indiana, USA. 
Casting under vacuum using automatic processes. 
This inventor claims a method which includes the steps 
of drawing a flexible sleeve into tight engagement with 
the mould upon application of the vacuum to the 
interior of the sleeve; removing a seal from an open- 
ing permitting access to the cavity; and drawing molten 
metal by the vacuum through the opening into the 
mould cavity to fill it 


from the 
Buildings, 


Madison 


400, East Spring Street, 


861,662/3. Herman Pneumatic Machine Company, 
Union Bank Building, Pittsburg, Penna., USA. 
The utilization of a flask as a measuring container 
determining the volume of uncompacted mould- 
forming material introduced into the flask for forma- 
tion of the mould, so that when the mould forming 
material is compacted a mould of desired size is made. 
This company has a co-patent No. 861,663 which 
claims improved means for retaining the mould- 
forming material in a flask or flasks, particularly in 

centrifugal-casting processes 


861,759. Die Casting Machine Tools, 
Mr. A. B. Mills. River Works, 
Palmers Green, London, N.13. 

The principal object of this invention 
machines is an improved control system. 

811,873, February 11, 1960, FouNpry TRADE 


861,775. Sterling Foundry 
Sterling Works, Bedford 
Foundry moulding boxes. A method of making 
these is claimed by which the walls of the moulding 
box are formed by welding to the upper and/or lower 
edges of a strip of weldable metal (for example, mild 
steel). a bar having on one side a relatively flat, wide 
face and on the opposite side thereto also a recess or 
corner for accommodating the edge of the said strip. 
This bar is also claimed to have a corner on the inner 
side of the moulding box walls chamfered in order 
to permit removal of sand 


Limited, and 
152, Green Lanes, 


for die-casting 
(See also B.P. 
JOURNAL.) 


Specialties, Limited, 


861,830. Mannesmann Mannesmannufer 1b, 
Diisseldorf. Germany 
Improvements in  continuous-casting 
which are claimed to prevent hollow castings 
breaking. 


A.G., 


apparatus 
from 


858,899. S.A. Louvrouil (Nord), 
France. 
An installation for the preparation. handling and 
transporting of sand moulds for metal casting. 


Fonderies Chokier, 


PRODUCTION CHEMICALS (ROCHDALE) Limrrep, have 
vacated Victoria Buildings, 32 Deansgate, Manchester, 
3. and their address is now “Speakers House,’ 39 
Deansgate, Manchester, 3 (telephone: Blackfriars 3396 
and 6302). 


a 
3 
i= 
3 
Ad 
3 
vy 
i 
Me 
Be 


FOUNDRY TRADE JOURNAL 


DECEMBER 28, 196! 


Ancient Bells and their Founders 


By Capt. A. Humphrey Fenn, T.D., F.R.G.S. 


Bells have always held an important place in 
Christian worship in our Land. Sometimes their 
music has thundered out in resonant majesty as on 
some great day in the calendar, at Christmastide 
and for ringing in the New Year, or for some 
other national event, warning, celebration or thanks- 
giving. Of such bells as these was the “Great 
Bell” of Storrington, Sussex, which rang for 30 
min. each night from All Saints’ Day to the Feast 
of the Purification (February 2). St. Mary’s, Ely. 
had a “ horse-bell,” so called because it was used 
to rouse horsemen in the early morning. At some 
places, at harvest-tide, the bells were rung during 
the hours of gleaning. The ring of bells at 
St. Peter, Mancroft, Norwich, reputed to be one of 
the finest in the country, rang out by order of 
Queen Elizabeth I to celebrate the “ tryumphing day 
over the Spanyards.” They rang again in 1657 for 
Cromwell on his being appointed Lord Protector, 
and again in 1660, on the restoration of the 
monarchy. 

Formerly, the bells of many churches rang the 
curfew; one of the very few still ringing it is 
“Tom ” of Christ Church, Oxford. Formerly, also, 
they would ring on November 5 for “ Gunpowder, 
Treason and Plot.”* At Waltham, Lincolnshire, it 
is recorded: “ 1745, November Sth, paid the ringers 
3s."; and at Lowick, Northants, “Spent for the 
Ringers that did ring 5th of November, 1708, 2s.” 

The bells of many churches ring out a hymn-tune 
or popular song of other days. Or maybe a single 
bell, its tone no less sweet in isolation, may call 
across the quiet English fields, the “single bell 
beneath the hill of Tennyson's “ In Memoriam.” 


Marks of Origin 


In the priceless heritage of architectural gems which 
are to be found in the churches throughout the 
country are included the works of medieval crafts- 
men in stone, metal and wood, and of the painters 
on walls and glass. Most of these artists have left 
little or no clue to their identity. Seldom are there 
initials, far less-often, a signature. Not so with 
those wizards of metal, founders who cast the bells. 
Those master craftsmen seem to have taken sheer 
delight in leaving permanent record of their work. 
Moreover, they seemed to have wished to mix with 
the metal in the melting-pot some of their own per- 
sonality, their sentiments and quite often, their sense 
of humour. From the earliest days of English 
foundries, the owners have had some sign, and later, 
a trade-mark somewhat similar in form and 
function to the “ hall-marks of the silversmiths. 
Thus Thomas Potter, who cast bells in Norwich in 
the early years of the 14th century, took for his 
mark a three-legged pot! Richard Brasyer, who 


service for November 5, in the Book 
was deleted therefrom in 1857. 


of Common 


* The 
Prayer, 


succeeded him about 1450, placed a crown on his 
bells, a mark still used by bellfounders to-day. 
To these marks he added the arms of the city of 
Norwich. A bell in Holy Trinity, Bungay, Suffolk, 
has On it three shields with Brasyer’s marking “ on a 
field sprigged, three bells and a ducal coronet ” and 


the inscription: ‘Fac Margareta Nobis Hac 
Munera”, and on bells at Trimingham and Ketter- 
ingham, Norfolk, appear the _ inscription: 


“ Ricardus Baxter Brasyer de Norwica fecit me, 
1450.” 

Foundry trade-marks, however, are not often seen 
on bells cast earlier than during the 15th century. 
However, the origin and date of early bells can 
usually be determined by the lettering, including the 
“black letters” and the crosses and the floriated 
stops. The trade-mark of John Danyell of London 
(1430-1460) was his shield, carrying the arms of 
England and France, with crosses and his initials 
“J. D.” All have inscriptions in Latin. St. Botolph’s, 
Cambridge, has a complete and untouched ring of 
Danyell’s bells (1460). All four have Danyell’s 
marking, small and capital “ black letters,” floriated 
stops, and all except the treble have his shield with 
the Arms of England and France. The second and 
the treble have one of his crosses and the latter has 
his initials. These bells have the inscriptions: 
Treble ‘“ Sancte Apolina Ora Pro Nobis. J. D.”; 
second: “ Sancte Andrea Ora Pro Nobis”; third: 
“ Sancte Margareta Ora Pro Nobis,” and fourth: 
“Nomen Magdalena Campana Gerit Melodia.” 
There are only three towers in England besides 
St. Botolph’s, Cambridge, which have four pre- 
Reformation bells made by the same founders at the 
same period. One London church, St. Bartholo- 
mew the Great, Smithfield, has five bells reputed to 
have been cast by Thomas Bullesdon, circa 1500. 
This founder probably worked with Danyell. 


Ancient Craftsmen 


As has already been stated, bellfounders differed 
from their contemporary workers in other crafts. 
Which is all the more remarkable when it is borne 
in mind that unlike other features in church archi- 
tecture and ornament, the bells were destined to 
remain high, aloof, heard but unseen; like Echo, 
only a voice. Stowed away in some near-inaccess- 
ible upper-chamber of their own, festooned with 
cobwebs and visited almost exclusively by the bats 
which entered and left by the “sound-holes ~ 
thereby originating the rather uncomplimentary ex- 
pression “bats in the belfry “—they were seldom 
seen except by workmen or some stray student or 
admirer. Far the majority of those who enter the 
church either to worship or to view, pass by know- 
ing and seemingly caring little for their story. The 
makers of bells took infinite pride in their work 
and gave to their creations a personal, almost a 
human, touch which has endured through the 
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centuries and which is still found in the bells of to- 
day. Eloquent of this pride in their work was the 
fate of the last of the Bilbies, a famous west- 
country firm of bellfounders, who in 1814 took his 
own life because he could not get the bells of Col- 
lumpton, in Devon, in tune. 

Fuily conscious of their inspiration and _ their 
message, the makers gave their bells an individuality 
seldom found in inanimate things. Thus many in- 
scriptions were in the first person and these often 
concluded with the name or signature of their 
maker and the date of casting. The old fecit me or 
the equivalent in English, “‘ made me,” has endured 
all through their history and is in use still. As fai 
back as the 13th century there was and is still a 
bell at a church in Norfolk with the inscription : 
“ Magister Johannes Riston me fecit, 1299,” and 
much later at Limpsfield, Surrey, “ Bryan Eldridge 
made me, 1619.” Bryan Eldridge was a_ well- 
known bellfounder who made over 100 bells for 
Surrey and Sussex churches. 


Inscriptions 
Then there are the “ personality” inscriptions 
which have a charm of their own. Of such as these 
are, one at Keynsham, Somerset: 


“| value not who doth me see 
Thomas Bilbie casteth me.” 
and, 
“ Although my sound it is but small 
I will be heard amongst you all, 1791,” 
and at Backwell, Somerset : 
* Bilbie and Boosh may come and see 
What Evans and Nott have done by me, 1768,” 
also at Backwell, another bell has on it: 
* [| sound to bid the sick repent 
For hopes of life when breath is spent.” 
At Purton, Wiltshire, is found: 
‘I am called the widow bell 
And when they die do wring their knell. 
4. Rudhall, 1736 
Also is found, by the same maker : 
* Pull on brave boys I’m metal to the back 
But will be hanged before I crack. 
Abram Rudhall, 1750.” 
Even more attractive are the inscriptions in which 
the bells speak as a ring, collectively. This occurs 
when all the bells in the ring were originally cast by 
the same maker. In Chelmsford Cathedral is 
found: 
“Tho much against us may be said 
To speak for ourselves we are not afraid.” 
And at St. Andrew's, Norwich: 
“Let us Tewne and sound together 
Ingland’s sweet peace for ever,” 
and at Fen Ditton, Cambridge : 
* Fear the Lord and on Him cast 
William Hausley made us all, 1623,” 
and at St. Andrew’s, Plymouth (recently rebuilt): 
“ Thos. Bilbie cast all Wee, 1748.” 
Sometimes the metal of which bells were made 
was melted down and used again to recast a 
different number of bells. Evidence of this is found 
at Woodstock, Oxford: 
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“William Bagley and Harry Bagley 
Did us fix out of five into six, 1708,” 
and at Shaftesbury, Dorset: 
“A wonder great my eye I fix 
Where was but three you may see six, T. P., 
1684.” 
Thomas Purdie) 
And also: 
“ We trebles came by same consent 
Our birth we hope will give content, 
Twins from old Tenor, our lost old Dad, 
Some are made merry and some made sad.” 
Sometimes the inscriptions were in the form of 
intercession for the sovereign 
“ God preserve Queen Anne.” 
“God save the King. Tobias Norris cast me 
1674.” 
“God Bless King William, W. C., 1710.” 


William Cockey) 

“God Bless the King and Queen. Edward 
Arnold, St. Neots, fecit 1781.” 

And sometimes there were invocations to saints. 

At Walton, Suffolk, “Sancte Johannes Ora Pro 
Nobis, 1500,” and at Eastwood, Essex : 

2nd Bell: “St. Katherine pray for us.” 
3rd Bell: “ St. Gregory pray for us.’ 
(William Burford, 1380) 
Homes of Bells 

The traditional home of bells is in the tower or 
belfry which in size and architectural beauty ranges 
from such stately edifices as York and Tewkesbury 
and the majestic near-perfection tower of Magdalen 
College Chapel, Oxford, to the humble artistry of 
the village towers, some of which may be mere 
belfries of timber. There are also the detached 
belfries known as campaniles, of which those at 
Chichester and Hexham are among the most 
massive. These campaniles were not always merely 
whims of an architect’s: mind but—as at Beccles, 
Suffolk—a structural necessity : 

Here the architect was advised not to attach his 
tower to the west end of the nave as owing to 
sloping ground there would be danger of collapse. 
The normal position of the tower is at the west end 
of the church, in cruciform churches it is generally 
placed at the crossing. Although the chief pur- 
pose of the tower was to house the bells, it was 
often used for other purposes. It was used to 
provide refuge in times of danger. It was often 
used as a beacon, a cresset standing on top to add 
to the ringing of bells, a flare as warning as at 
Brandon, Suffolk, where it guided folk crossing the 
fens and barges navigating the river. 


Itinerant Founders 
Bells were often cast in situ or at any rate near 
to the church for which they were intended. 
Probably a foreman would be sent from some 
distant foundry. This appears evident from the 
fact that many makers produced bells for churches 
remote from their foundries. Thus, at Northenden, 
Cheshire, this inscription is found: 
“Here goes my brave boys, 
Abram Rudhall made us all, 1750.” 
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Ancient Bells and their Founders 


Abel and Abraham Rudhall moved their foundry 
from Gloucester to join Thomas Mears at the 
Whitechapel foundry in 1750. The foreman who 
was itinerant—there were also independent itinerant 
bellmakers working on their own—would set up a 
temporary foundry near the church. Evidence of 
these local foundries is found to-day in place-names. 
Hence at Witham, Essex, near the parish church 
there is the “ Bell Field.” The names “ Bell Yard ” 
and “ Bell Lane” are quite common. The local 
foundry set up in the village and the number of 
bells cast therein doubtless account for the names of 
inns containing the word bell or bells. The Bell at 
Edmonton is immortalised in John Gilpin’s pre- 
carious ride. Also well-known, is the “ Bells of 
Ouseley,” Old Windsor, and at Bolney, Sussex, the 
“Eight Bells” Inn* stands opposite the church 
which has eight bells. Near two churches in 
Norwich is Foundry Yard. Linked with these local 
foundries are a number of stories; one is as 
follows: An itinerant bell-maker in East Anglia, 
finding himself a bit short of metal, betook himself 
to the nearby “ Rose and Crown ” and helped him- 
self to the pewter pots, cooking utensils and 
measures, using these in the melting-pot for his 
bells. 

The Devil who finds his way into many legends 
has not, according to tradition, omitted to turn his 
malevolent attentions to bells, presumably because 
they summon the faithful to prayer. At East Berg- 
holt, in Suffolk, he is said to have knocked down 
the bells from the tower so that they could no 
longer be hung there. For centuries the bells have 
been housed in a cage on the ground. The Devil 
is also said to have had a grudge against the fifth 
(since 1924, the sixth) bell at Danbury, Essex, and 
for years no bell-ringer would ring it. It seems that 
this bell replaced the one which he stole from the 
tower. As in many other legends where the Devil 
has been held responsible for such behaviour, it is 
said that he had to drop it (he has been said to have 
dropped islands in the sea!) and the place where it 
fell is still named Bell Hill, and there to this day it 
is said to lie hidden. The present bell has hung 
undisturbed by Satanic vengeance since it was cast 
and inscribed by Miles Gray of Colchester: “ Miles 
Gray Made Me, 1642.” The third bell, recast by 
Charles and John Mears of Whitechapel, is older 
and bears the inscription: “ Robertus Motus Made 
Me, 1575.” 

At High Wycombe, Bucks., there is told the story 
of a former ringer of the “ Mattins ” bell who had 
to leave his bed early each morning to perform this 
duty. It is said that he would ring the tenor bell 
and, having set it in motion, leave it to ring itself 
down while he returned home. He boasted that he 
eould be back in bed at Newland some distance 
away before the bell had ceased to ring. 


Pre-Reformation Period 
In reference to bells it is usual to speak of them 


* Also the “ Eight Bells,” near St. Peter, Mansfield, Not- 
tinghamshire. 


FOUNDRY TRADE JOURNAL 


DECEMBER 28, 196! 


as being “ pre-Reformation™ or otherwise. The 
Reformation of the Church in England took 
place during the reign of Henry VIII and the 
short and tragic life of Edward VI. Owing to 
the changes in services and procedure, many 
churches lost their bells (and much else). Fortu- 
nately many have survived either as originally 
cast or as recast and these are now termed “ pre- 
Reformation.” 

Amongst early pre-Reformation bells may be 
found one at Brightlingsea, Essex, “ Hic signum 
serva Christo Maria Thoma, 1336.” At Maldon 
(All Saints), Essex, “Fynn Ricardus et Sueyn 
Johannes, 1390,” and at Great Waltham, Essex, 
“ Peter de Weston, 1336.” The number two bell at 
Limpsfield, Surrey, has the date 1350, and at 
Cowden, Kent, are three bells by R. Burford, 1392. 
The second largest bell in Bristol! Cathedral bears 
the inscription “Clara Vocor Clarior ero, 1300.” 
This is the earliest bell in the diocese. There is a 
bell at Newton, Cambridgeshire, cast by Austen 
Bracher in 1370. William de Norvica was casting 
bells in Norwich bell foundry in 1384. At Helles- 
don, Norwich, is his earliest bell. 


Whitechapel Bell Foundry 


Whitechapel has been the centre of a colony 
of bellfounders for over 500 years. It is known 
that William Burford was in business at Aldgate 
towards the end of the 14th century, for bells 
inscribed with his initials W.B. and his crosses are 
found in a number of towers. He was succeeded 
by his son Robert in 1392. At that time Aldgate 
was the centre of St. Botolph’s and this was 
adopted as the bellfounder’s church. Early in 
the next century, about 1430, John Danyell, of 
whom mention has already been made was at work 
at Whitechapel. He was followed, about 1460, 
by Henry Jordan. After him came Arnold Warner, 
one of whose bells, the oldest of eight at Cran- 
leigh, Surrey, has the inscription: “ Prays God. 
1509. A.W.” 

Shortly after (1513), William Land moved from 
Bury St. Edmunds to nearby Houndsditch. One 
of his bells at Wilmington, Kent, bears the date 
1516. In 1533, Thomas Osborn, who had worked 
with Arnold Eayre at St. Neots (Hunts), moved 
to Whitechapel, and in 1570 Thomas Mot took 
over the foundry which exists today in full pro- 
duction under the ownership of Meats & Stain- 
bank, Limited. 

Thomas Mot transferred the business to a bell- 
founder named Carter and he was joined by the 
brothers Bartlett, James and Thomas. At Aveley, 
Essex, the fourth bell has on it “James Bartlett, 
1618,” and the fifth bell has “ Thomas Bartlett, 
1618.” There was at this time at work nearby, one 
John Hodson. He put his initials on his bells as did 
his foreman, William Hull who was an itinerant 
worker, and who died in 1687. Another of John 
Bartlett’s foremen was Philip Wightman. He 
cast a number of bells. among them the “ting- 
tang” bell at Enfield Parish Church, Middlesex 
(1680). (There is another so-called “ ting-tang ” 
bell at St. Helen’s, Abingdon-on-Thames and 
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Leicestershire.) 
Philip Wightman was manager of the Whitechapel 
foundry and worked with John and Christopher 


another at Burton Lazars, in 


Hodson. The latter took over the foundry in 1687. 
He also opened up a branch foundry at St. Mary 


Cray, Kent, which produced the “ Tom” of Christ 
Church, Oxford. 
The Bartletts were at Whitechapel for many 


years; the last of them died in 1701. Richard 
Phelps then came to Whitechapel from Avebury, 
Wiltshire. His first bell seems to have been cast 
for Barham, Kent, 1702. He cast over 80 Kentish 
bells and about the same number in Surrey. At 
Greenwich, four bells have the inscription “ Gift 
of our gracious Queen Caroline. R. Phelps, fecit 
1731.” and at Enfield Parish Church, “ Richard 
P. made me, 1724.” also at Newhaven, Sussex, 
‘R. Phelps fecit 1737.” He also cast the treble 
bell for Stanford-le-Hope, Essex (1734), eight 
bells for St. Mary’s, Cambridge (1734), and six 
bells for Abbot’s Langley, Herts (1735). 


More-recent History 


Soon after casting these bells he was succeeded 
by his foreman, Thomas Lester, to whom he left 
the foundry and site. Lester moved almost at 
once from this site which was at the “ Artichoke ~ 
to another named “The Three Bells.” which 
emblem is still used in the trade-mark of the 
foundry. His earliest bell is dated 1738, his latest, 
1769. Lester became associated with Thomas Pack 
and a ring of bells at Beccles, Suffolk, was cast by 


them. When Lester died in 1769, Pack took 
William Chapman into partnership. Pack and 
Chapman bells appear until 1780. For a short 


period the firm must have been known as Lester, 
Pack and Chapman at “The Three Bells” in 
Whitechapel, as bells with this signature appear 
at about this time. Thomas Pack died in 1781. 


Publications Received 
Ionizing Radiations: Precautions for Industrial Users. 
Published for the Ministry of Labour by Her 
Majesty’s Stationery Office. York House, Kings- 
way. London, W.C.2: price 1s. 6d. post free. 
Many foundries, especially those making steel cast- 
ings, are by now familiar with the precautions neces- 
sary when handling ionizing radiations. The booklet 
states that “with proper forethought and care to 
counter the risks, the health of workpeople need not 
be in danger. If, however, there is no justification for 
fear, there is equally none for carelessness or com- 
placency,” it adds. This is a useful book to keep in 
the laboratory for, in addition to dealing with the 
various risks involved, it also details the legal pro- 
visions for the protection of personnel against ionizing 
radiations imposed by the Ionizing Radiations (Sealed 
Sources) Regulations, 1961. 


Guide to Metallurgical Information. Edited by Eliza- 
beth W. Tapia, and published by the Special 
Libraries Association, 31 East 10th Street, New 
York 3, New York, USA. 

This is an interesting compilation and_ differs 
markedly in the detail of its content from similar pub- 
lications in this country. There are some omissions, 
but because of the wide field covered there are many 
references fresh to the home reader. However, the 
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After Chapman’s death in 1784, William and 
Thomas Mears came from Canterbury to White- 
chapel. These two worked the foundry until 1791. 
A bell at Ightham, Kent, has on it “ W. and T. 
Mears, late Pack and Chapman of London, fecit 
1789." Thomas Mears succeeded his father William 
in 1789 and worked the foundry by himself until 
1805, when he was joined by his son, also Thomas; 
from 1810 this Thomas was on his own. Among 
his bells is “Great Tom” of Lincoln. He was 
succeeded by his sons Charles and George (1835). 
Three of their bells are at West Wittering, Sussex 

-“C, and G. Mears, 1845.” They also recast the 
bells at Danbury in 1846; and again appear to 
have had a branch foundry at Oxford. 

Other London  bellfounders include John 
Darbie who came from Kelsale, Suffolk, 1662. 
He cast a number of bells for East Anglian 
churches. John Warner and Sons came to Cripple- 


gate from Sudbury, Suffolk, in 1874. They re- 
cast bells at Great Waltham, Stifford, and Chelms- 
ford Cathedral, in Essex, and for St. Peter’s, 


Sudbury, and for Limpsfield, 

John Waylitt was an itinerant bellfounder who 
worked at several London foundries and on his 
own. He cast about 20 Hertfordshire bells and 
others in Essex (1790-1815). Thomas Janaway. of 
Chelsea, one of the few founders west of the 
city, made among others, eight bells for Bletching- 


Surrey. 


ley, Surrey (1780) and for Bromley, Kent (1773), 
and four for Wootton Bassett (1781). 


The above article has special significance just 
at this time, when Bow Bells, re-cast at Mears & 
Stainbank’s Whitechapel Bell Foundry some little 
while ago, have now been rehung and on Decem- 
ber 20 rang out again from St. Mary-le-Bow. 
Cheapside, E.C.2. (The Duke of Edinburgh, who 
was present at this ceremony, participated in the 
celebration by ringing one of the bells.) 


more 
the correctness of the entries 
and the intelligent arrangement of the matter pre- 
sented. Moreover, the book is splendidly indexed. No 
price is quoted but if copies are distributed free of 
charge, recipients can indeed count themselves for- 
tunate 


Clean Air Year Book, 1961. 
Society for Clean Air, 
ings, London, E.C.4 

This issue contains a digest of the Clean Air Act. 

If one doubts the need for legislation on this matter 

it is only necessary to refer to a table on page 37, 

which itemizes the total annual cost of pollution of 

the air at £152,500,000. The book contains a wealth 
of information germane to this important subject which 
is not easily come by in any other single publication. 

Accidents, How they happen and How to prevent 
them, No. 49. Published for HM Factory Inspec- 


more one scrutinizes this 85-page brochure, the 
one admires the coverage, 


Published by the National 
Field House, Breams Build- 


torate by Her Maijesty’s Stationery Office, York 
House, Kingsway, London, W.C.2; price Is. 7d 
post free. 

This issue contains no references to foundry acci- 


dents, but details one which occurred in a steel-melting 
shop. A man’s death was caused by his being picked 
up with the scrap by an electromagnet, the accident 
being caused by faulty signalling to the crane driver. 
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Russian Abstracts 


Recent abstracts from published articles on Russian 
foundry technology include the following (in each 
case the author, source and reference information 
is quoted). 


“Problems of the Production of Foundry Moulds 
with the Use of High Specific Pressures,” by J. Dlezek. 
Slévdrenstvi. 1960. VIIL 10 341-347: Results are 
given of research into the flow of typical moulding 
mixtures during filling and compression. By an in- 
vestigation of the relationships between the load on 
the mixture during compression and the deformation 
produced, conclusions were drawn for assessing the 
quality of mixtures from the aspect of their ramming 
and flow properties. Mixtures with low moisture con- 
tent proved the most suitable and produced accurate 
moulds with a smooth surface. In accordance with 
graphical functions it is possible to predetermine the 
porosity and hardness of moulds which have been 
compressed at various pressures and from the porosity 
value to establish the approximate roughness of the 
surface of the (grey iron) castings produced from 
such moulds. 


“ Spotty Blowholes in Shell Castings,” by R. Kloda 
and J. Ornst. Slévdrenstvi., 1960. VIII 11 387-388. 
The faults described are pores of various sizes and 
shapes irregularly distributed at various depths below 
the surface of a shell-moulded casting. The cavities 
have a strongly oxidized surface and as a rule contain 
non-metallic inclusions, e.g., grains of sand. Examina- 
tion of their causes and occurrence in practice confirms 
that the fault may be eliminated by reducing the resin 
content, improving the uniformity of the mixture, 
adopting a higher pouring temperature for the metal 
so that gases can still escape through the liquid metal, 
and improvement in the surface smoothness of the 
shells. 


“ Centrifugal Casting of Heavy Bronze Bushes,” 
by R. Koule. Slévdrenstvi, 1960. VIII 11 388-391: 
By the centrifugal casting of bronze ships’ bushes the 
labour cost per ton of castings can be reduced by 
about 50 per cent. as opposed to sand-cast bushes, 
states the author, and the yield of metal rises by about 
70 per cent. Castings produced in this way had re- 
liably high and constant mechanical properties and 
met the highest demands for cleanliness and sound- 
ness. 


Stoke-on-Trent Metallurgical Society 


Chairman of the newly-formed Stoke-on-Trent Metal- 
lurgical Society, is Mr. N. B. Rutherford of Thomas 
Bolton & Sons, Limited. Mr. E. S. White (Birkett, 
Billington & Newton, Limited) has been elected vice- 
chairman; the treasurer is Mr. D. Clarke (Royal 
Ordnance Factory, Crewe) and the secretary, Mr. B. M. 
Hardman (North Staffordshire College of Technology, 
Stoke-on-Trent). The eight members of the committee 
are Mr. G. H. Charsley, Mr. J. Dowell, Mr. D. Heath, 
Mr. D. Lowe, Mr. W. J. Williams, Mr. T. J. Stanistreet, 
Mr. J. L. Wolfenden, and Mr. C. S. Dobson. 

The first meeting of the Society is to be held at the 
Town Hall, Hanley, on January 9, 1962, at 7.30 p.m., 
when Mr. Tom Grey-Davies, secretary of the Newport 
& District Metallurgical Society, will be speaking about 
the “Function of a Metallurgical Society.” Further 
particulars may be obtained from the secretary, Mr. 
B. M. Hardman, at the North Staffordshire College of 
Technology. 
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British Employers’ Comment 


The following items have been reprinted from a 
recent bulletin of the British Employers’ Confedera- 
tion. The first two news items show how seriously 
the expansion of this country’s export trade is likely 
to be further challenged by rising costs, and the second 
deals with the UK vis-d-vis the Common Market. 


Costs are Critical 


The bulletin recorded the announcement of an 
increase of 74 per cent. in road haulage rates affecting 
deliveries of both materials and manufactured goods. 
The reasons given by the Rates Committee of the Road 
Haulage Association for recommending the increased 
rates were (1) the rise in road haulage wages coming 
into force on January 1, 1962, (2) the increased vehicle 
excise duty and higher fuel and lubricating oil taxes 
and (3) other increased costs such as vehicle insurance. 
During the year ended November, 1961, wages in the 


road haulage industry rose from 5s. 11d. to 6s. 3d. on 
each £1 of the operator’s expenditure. 
Also recorded was the announcement by the 


National Coal Board of certain increases in the price 
of coal for non-domestic uses, the burden of which 
again will have to be borne by industry. 


Opportunity to Attack 

The BEC says that if agreement is reached be- 
tween this country and the Six, Britain should be 
a member of the EEC some time during 1963, and 
duties charged by the Six on British goods will then 
be reduced by about 50 per cent. This will be the 
opportunity for our suppliers to attack hitherto neg- 
lected markets and to create the sales and service 
organizations which are required for a major sales 
drive. But we cannot be competitive if, as tariffs go 
down, costs go up. 

Nor should it be forgotten that tariffs on goods arriv- 
ing in this country will be similarly reduced. Conti- 
nental industrialists will neither stand aside while we 
enter their markets nor wil! they refrain from an effort 
to capture a share of Britain’s domestic market—still 
the richest in Europe. Our costs in making goods for 
the home market will have to be just as competitive as 
on goods for overseas. 


Scientists and Engineers Survey 


Employers are being asked to co-operate with the 
Ministry of Labour in a survey of the number of 
qualified scientists and engineers employed in industry. 

Information obtained in these enquiries is necessary 
to the Scientific Manpower Committee of the Advisory 
Council on Scientfic Policy in preparing estimates of 
the country’s future requirements for scientists and 
engineers; the Ministry states that these estimates in 
turn have been of great value to those concerned with 
planning the expansion of university and higher techni- 
cal education. Besides showing how far supply is 
keeping up with demand, the survey provides a useful 
estimate of industry’s own requirements during the next 
three years. 


Enquiry forms will, as before, be sent to establish- 
ments in manufacturing industry employing 500 
workers or more and to a representative sample of 
establishments with fewer than 500 workers. The 
Ministry intends to send out forms this month for 
completion by the establishments concerned as soon as 
possible after the end of the year. 
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Equipment & Supplies 
Fluid-density Gauge (Nucleonic) 


Now that founders are moving towards fluidization 
handling techniques, nucleonic fluid-density gauges are 
of interest. For example, they can be used to give a 
continuous indication of the density of a wide range 
of liquids and slurries flowing through piping under 
constant pressure. The principle operation is one 
which Baldwin Industriai Controls, Dartford, Kent, has 
developed—a radioactive source and an ionization 
chamber are mounted on opposite sides of a pipe con- 
taining liquid or slurry. The radioactive source emits 
radiations which pass through the pipe wall and are 
absorbed by the fluid in proportion to its density. 
(Provided that, if necessary, the pipe wall is treated 
to avoid corrosion effects, it will absorb a constant 
amount of radiation which can readily be compen- 
sated for). Radiation reaching the ionization chamber 
sets up a current flow which is inversely proportional 
to fluid density and can be used as a basis for measure- 
ment. Besides giving a meter or chart recorder indi- 
cation, the signal from the ionization chamber can 
be used to control fluid density via suitable trans- 
ducers, or, for example, to actuate alarm devices 
when set limits of density are exceeded. Due to the 
wide variety of applications for which density gauges 
are suitable each instrument is designed to meet the 
particular requirements of users concerned. 


Carbon Equivalent by Thermal Analysis 


Following investigations carried out at the British 
Motor Corporation’s foundries in conjunction with the 
British Cast Iron Research Association* into fast 
measurement of Carbon-equivalent (CE) values by 
thermal analysis, Honeywell Controls, Limited (Ruislip 
Road East, Greenford, Middlesex), have developed 
commercial equipment that will enable CE values of 
molten metal to be checked in time for corrections to 
be made to the composition of the iron prior to 
casting. The method, successfully in use in B.M.C. 
foundries (Figs. 1 and 2), is reported to be cheap, 
quick and simple to carry out. 

Technique 

A small sample of iron from the ladle is poured 
into a simple sand mould. A 
sheathed thermocouple, with a 
range up to 1,550 deg. C., is in- 
serted, and a continuous tempera- 
ture record is obtained on a strip 
chart recorder/indicator during 
cooling of the sample. The CE 
value is obtained by an equation 


See also Journat October 26. p. 527, 
and p. 805, of this issue 


Fic. 1.—Carbon Equivalent 
values of liquid cast iron being 
determined by a rapid low-cost 
method prior to casting at the 
Nuffield Foundry of British 
Motor Corporation, by use of 
immersion pyrometry and re- 
cording. The special thermo- 
couple assembly on a stand ‘s 
shown in the centre, with a 
sample under test 
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Fic. 2.—Trace on a recorder used for determining 
Carbon Equivalent values. The “ arrest point” at 
which levelling out occurs gives the operator the 
C.E.v. of the sample. 


involving the carbon, silicon and phosphorus contents 
of the iron. For convenience, the chart and scale can 
be graduated in carbon equivalents. Use of the new 
technique is limited to the determination of CE values 
for hypo-eutectic irons, i.e., cast irons having a carbon 
equivalent value below 4.3 per cent. 


Hand Grinder 


A new version of the hand angle grinder, type 
MSF 676, is now available in the UK from Verrolec, 
Limited, 721, North Circular Road, Cricklewood, 
London, N.W.2. This model, which can be used for 
the fettling of castings with a flexible roughing wheel, 
can be fitted with a range of accessories for such other 
jobs as the removal of feeder-heads and ingates. The 
tool is fitted with @ single-phase a.c. or d.c. motor, 
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having a normal rating of 1.25 h.p.. air-cooled and 


radio screened, and which can be geared from 4,300 
to 8,400 rpm, depending upon the requirements of 
the particular job. The tool weighs from 12 to 15 lb. 
and its features are stated to include its robust quality, 
high safety-factor and precision finish. 


Investment Material 


Johnson, Matthey & Company, Limited, 73/83, 
Hatton Garden, London, E.C.1, announce that they 
can now supply an investment material for use in the 
heat-treatment of Mallory 73 beryllium/copper com- 
ponents. The investment slurry is made by adding 
water to a powder, and the manufacturers state that 
investment can be done by pouring the mixture over 
parts spread out on a shallow tray. ‘The investment 
sets hard after a short period, and holds the parts 
rigidly during heat-treatment, but can easily be washed 
away afterwards. The material is supplied in standard 
packs of | cwt. and trial packs of 28 Ib. are available 
at present. It is stressed that both the material 
and the technique are covered by British Patent 
856,765 and may be used only for the heat-treatment 
of Mallory 73 alloy. 


Sand Aerator Cooler 


Baker Perkins, Limited, Bedewell Division, Hebburn- 
on-Tyne, Co. Durham, have recently placed on the 
market their Pekay Sand/Aerator Cooierator (Fig. 3). 
designed to continuously process and cool foundry 
sand over a given temperature range, and suitable for 
mounting on a rubber-belt conveyor. The unit is com- 
prised of two or three rotor blades housed in a mild- 
steel casing, with the drive for the rotors located on 
top of the casing. It is supplied complete with sand 
temperature-probe, “no sand™ switch and a water- 
addition device. Other features of the equipment 
include a specially-designed undercarriage which, it is 
claimed, does not increase wear or tension on the 
belt, and which fits on flat or troughed horizontal 
or inclined rubber belt conveyors. The units are avail- 
able to suit belts from 18 to 48-in. wide, dealing 
with from 25 to 450 tons of sand per hr. 


Fic. 3.—Coolerator, manufactured by Baker 
Perkins, Limited; the side cover has been removed 
to show the revolving cutter wheels which mix the 
water, sand and air. 
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Lifting Magnet (Battery-operated) 


Rapid Magnetic, Limited, Lombard Street, Birming- 
ham 12, announce a unit for lifting and handling 
known as the “Magnagrip.” Battery-operated and 
thus independent of mains supply, it is claimed to be 
of practical use in foun- 
dries, machine and assem- 
bly shops. warehouses, etc., 
attached to mobile cranes. 
fork-lift trucks, or static 
hoist blocks. special 
adaptation equipment or 
modification to existing 
plant is needed, it is stated. 

recessed’ control-panel 

houses the switch, a safety 

meter for re-charging and 

a trickle charger socket for 

quick and simple connec- 

tion. Battery capacity is available for a full day’s 
working and re-charging is done overnight. Of three 
models available, one is capable of lifting one ton from 
a 6-v. supply, one for two tons from 12 v., and the 
third for three tons from 24-v. supply, all using con- 
ventional car-type batteries. (The lifts refer to a solid 
steel block, with machined surface.) 


Cladding for Industrial Buildings: English Stee! Cor 
poration, Limited, has approved the placing of a con- 
tract with Robertson Thain, Limited, valued at 
£400,000 for the cladding of the major buildings for 
their £26.000.000 Tinsley Park project. Both roof and 
side cladding will be of “ Galbestos * sheets which have 
a steel core, a multiple layer of anti-corrosion treat- 
ment and a coloured plastic surface. The sheet has a 
box-rib profile, the plastic coating will not require 
painting, and _ stainless-steel fixings will minimize 
maintenance, it is stated. 


Pressure Recorder: Walker Crosweller & Company. 
Limited, Cheltenham, have introduced a new type ol 
“Arkon” differential pressure recorder, able, it is 
claimed, to measure gas or air pressures up to 50 !b 
per sq. in. and to withstand static pressures up to 125 
Ib. per sq. in. The recorder versions have a con- 
tinuous roll strip chart of 6 in. effective height and 
six weeks’ duration; indicating versions of the instru 
ment are fitted with an 8-in. dia. dial. 


Data Sheets: Lees Hall & Sons, Limited, Meeching 
Road, Newhaven, Sussex, have issued a data sheet of 
hematite-iron heat-resisting crucibles for the lower- 
melting-point non-ferrous metals such as zine and, 
quite often, aluminium, in the case of die-casting 
foundries. Using simple-section dimensioned drawings, 
plus a few tables, quite a wide range of standardized 
pots and crucibles are covered. It is not everybody's 
job to make these castings but a covering letter points 
out that the firm has now about 45 years of ex- 
perience to draw upon. 


BELIEVED to be the sila a of its kind ever built in 
Britain, a six-ton coreblowing machine left the Mid- 
lands for Australia on December 15 after gaining for 
its designers a £5,000 exvort order in the face of strong 
US competition. The machine which produces sockets 
for large pipes was designed by Industrial Foundry 
Materials, Limited—a Lye firm of foundry design con- 
sultants, established only nine years ago—for Stanton 
Pipes (Australia), Limited. The machine was built 
under contract by two other Midland firms, the 
Hymatic Engineering Company of Redditch and the 
Shell Mould Pattern Plate Company, Limited, Tipton. 
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American Letter 


Carbon Equivalent (CE) of Grey Cast Irons* 

A method of determining the Carbon Equivalent of 
hypo-eutectic grey cast irons in 40 sec. has just been 
developed by the (American) Gray Iron Research 
Institute Inc., after eight years of research. Mr. D. E. 
Krause, director of the Institute, said recently that 
eight foundries in the US had already adopted the 
GIRI cooling-curve test, and that it was many times 
faster than chemical analysis and was more accurate 
than chill testing; an answer being available before the 
metal cooled to 1,095 deg. C. 

Mr. Krause said that tests made in 1952 had not 
been successful, but research was continued because 
of increasing pressure by customers for grey-iron cast- 
ings with more-uniform properties and the use of 
cupola charge-materials of less-known composition was 
resulting in a more urgent need for rapid evaluation of 
molten metal composition. 

The test is based on the measurement of thermal 


See also p. 803 of this Journal 


Superston Propeller 
made in America 


The giant propeller (Fig. 1) made 
of the high-strength alloy, 
Superston 40*, will propel the 
67,000-dwt. tanker now nearing 
completion at Bethlehem Steel 
shipyard at Quincy, 
Mass. Believed to be the largest 
propeller ever made in the US, the 
32-ton “wheel” was cast and 
manufactured by Bethlehem’s 
foundry and propeller plant at 
Staten Island, New York. The 
illustration shows the propeller 
being installed on the tanker, now 
designated as Hull 1680. The pro- 
peller is five-bladed, with a dia- 
meter of 23 ft. and pitch of 164 ft., 
and the rough casting required a 
melt of 47 tons, stated to be a new 
US record for a Superston 40 cast- 
ing. The 860-ft. ship is scheduled 
for delivery in the very near 
future, and has a beam of 104 ft. 
and loaded draft of 434 ft.; it 
will be powered by steam tur- 
bines, designed and manufactured 
by Bethlehem, developing 23,000 
shaft h.p. at 115 r.p.m.; her service 
speed will be 164 knots. 


* Alloy developed by J. Stone & Com 
pany, Limited, London, of nominal 
composition: Mn 12, Al 8 Fe 3, Ni 
per cent. and balance Cu 


Fic. 1.—Giant propeiler 23-ft. 
dia. and 164-ft. pitch being 
installed on the Hull 1680 tanker. 
As is the case of the vessel, the 
propeller was also designed by 
the central technical depart- 
ment of Bethlehem Steel Com- 
pany, USA. 
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arrest temperature as a sample of molten cast iron 
freezes, these arrest temperatures corresponding to 
certain phase boundaries in the iron/carbon equili- 
brium diagram. Cooling curves are obtained by using 
thermocouples of bright-annealed 22-gauge Chromel 
Alumel wire, each test requiring a new thermocouple. 
All test samples are contained in moulds made of 
bonded coresand. The test-sample mould is 1!}-in. dia 
and 3-in. high 

For plant use, the Institute found that a model of a 
strip-chart recorder having a one-sec. balancing speed, 
l-in. per min. chart speed and a self-regulating voltage 
supply was adequate. A range of 1,093 to 1,370 
deg. C., is used and the Institute has arranged for the 
printing of charts to suit a recorder instrument 

Precautions 

Mr. Krause said it was necessary to avoid pouring 
the test sample at temperatures much over 1,370 deg. C. 
as the thermocouple might be damaged by higher 
temperatures; the sample should be poured fairly 
rapidly without interruption. Further, the instrument 

Continued overleaf, col. | 
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should be turned on at least 10 min. before making 
tests and may be left on all day. The chart drive 
should be turned on just before pouring the sample 
and may be turned off when the sample has cooled 
below the eutectic temperature. 

It was also reported by Mr. Krause that future 
work was being considered to further the method. The 
use of a fused-quartz tube increases the cost of the 
present tests by 10 cents. There were indications also 
that the present design might be made more compact 
and that it may be possible to make some type of 
permanent or semi-permanent mould to cut costs. 
Thought had also been given to designing a mould 
which would also include a fluidity test, as accurate 
reading of pouring temperatures was a_ necessary 
part of such a test. 


Catalogues 


Iron Castings. John Harper & Company, Limited, 
Albion Works, Willenhall, Staffs, have recently issued 
a series of well-produced catalogues. Of these $.G.2 
tells about spheroidal-graphite cast iron. After an 
introductory statement, the properties of the material 
are covered by short readable paragraphs, and a few 
well-chosen illustrations show the types of components 
regularly made. 

The catalogue, entitled Door Furniture, represents 
quite a different type of publicity, it is of the “ give- 
away” variety meant for ironmongers’ customers. A 
third catalogue, “ Harper Castings ” is of more general 
interest as it tells something of the history of the 
firm, its plant, equipment and products. Included is 
a summary of the properties of the Meehanite castings 
which they produce. The illustrations in this publica- 
tion are particularly interesting in that they show 
the large variety of industries which use the firm’s 
productions. 


Steelfoundry Refractories. Carrying the caption 
“For Cleaner Steel Castings,” a well-produced cata- 
logue has been issued by J. & J. Dyson, Limited, 
Stannington, Sheffield. It is an essentially modern 
brochure covering newer applications of fired refrac- 
tories. In the old days, it was an apprentice’s job 
to make runner-cups and the like, but now it is a 
better proposition to use a ceramic insert as a pre- 
caution against having washed-off sand amongst the 
metal filling the mould. The idea is carried further 
by making available runner channels, ingates, and 
other mould components, all destined to give cleaner 
metal. The selection listed includes a wide range of 
strainer cores. The reviewer was interested to find 
the word “ bells,” with a new technical meaning, that 
of a modified form of feeder-cup. This catalogue will 
be welcomed by all steelfounders, whilst those en- 
gaged on the production of important heavy-iron 
castings could also profit through studying it. 


Core-bonding Material. Written in a lighthearted 
strain, a leaflet on this subject specially prepared by 
Fletcher Miller, Limited, Alma Mills, Hyde, Cheshire, 
is quite a good sales effort for the home market, but 
is unsuited for interesting other than English-speaking 
nations. The claims for Almarine core-oil are set out 
in a series of interesting pargaraphs and make better 
reading than if they were just numerically listed. 


Portable Electric Tools. In publication 54, Consoli- 
dated Pneumatic Company, Limited, 232, Dawes Road. 
London, §.W.6, have abridged their detailed list of 
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products so as to give a general picture of the lines 
of Hicycle tools they manufacture. such as drills, 
screwdrivers, wrenches, tappers, grinders and sanders. 
Though it be an abridged version, there are printed 
in the catalogue sufficient data to give particulars of 
each tool. 


Light Filters. Carrying the rather formidable 
reference number 203A1221C214661, Kodak, Limited, 
Kingsway, London, W.C.2, have issued a 12-page cata- 
logue which details dozens of light filters which enable 
the photographer, be he amateur or professional, to 
produce better results. Two-—numbered 35 and 36— 
are respectively magenta and violet and are used 
as contrast filters in photomicrography. 


Steel Castings Specifications. Hadfields, Limited, 
East Hecla Works, Sheffield, 9, have recently issued 
a catalogue which tabulates their own specifications 
and correlates them with the British and, through the 
latter, with a number of overseas specifications. 


Metal Cleaners. A leaflet received from the Metal 
Finishing Division, Pyrene Company, Limited, Great 
West Road, Brentford, Middlesex, lists types, operating 
temperatures (with germane commentary) of 13 kinds 
of cleaners entering into the Pyroclean range. They 
are divided into alkali-, emulsion- and soak-type. 


* * * * * 


Other catalogues received recently at the JouRNaI! 
office include: — 


Publication No. GP2, issued by Laporte Industries. 
Limited, New Bond Street House, 1-5, New Bond 
Street, London, W.1, a 56-page catalogue in which 
are listed nearly 300 chemicals manufactured by com- 
panies in the group, from acetylsalicylic acid BP to 
zirconium organic compounds. The products of the 
Fullers’ Earth Union, a subsidiary company, are also 
included. 


A second edition of “Molybdenum Disulphide in 
Action ” has been released by K. S. Paul (Molybdenum 
Disulphide), Limited, Angel Road, London, N.18. A 
general description of MoS, and its suitability as a 
lubricant, is followed by a series of reports on indus- 
trial applications, dealt with in eleven sections. 

In publication No. 961, Richards Structural Steel 
Company, Limited, Phoenix Ironworks, Leicester, use 
much tabular matter to describe and illustrate their 
very extensive range of Thorite motorized drums for 
conveyor drives. 


Pollard Bearings, Limited, Ferrybridge, Knottingley, 
Yorkshire. have issued an eight-page folder (Ref. 
50M /10/61) to cover details of components used for 
power transmission through the use of bearings. 


In the 20 well-illustrated pages of publication No 
BA80, Turner Brothers Asbestos Company, Limited, 
P.O. Box 40, Rochdale, cover the types and qualities 
of conveyor belts they manufacture. 


* + * * * 


Pyrometer Sheaths: When reviewing a catalogue on 
this subject from Morganite Research & Development, 
Limited, in the JouRNAL of November 30, the tempera- 
ture range of No. 612 Metamic Sheath was incorrectly 
quoted. It should have been stated that the No. 612 
sheath is suitable for use at temperatures up to 1,450 
deg. C-(apologies are made to readers and the firm 
concerned). 
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day, November il, he attended a meeting of the branch 
Notes from the Branches Council, followed by a general meeting of the branch at 
Lancashire which Mr. C. A. Timms presented a very thought-pro- 
voking paper “Random Thoughts on the Production 

Two students from the Bolton Technical College, and Selling of Non-ferrous Castings.” 

Mr. Gregory and Mr. Davis, and their teacher in Mr. Richards was warmly welcomed by the branch 
foundry subjects, Mr. Collier, were the lecturers at president, Mr. E. Charlton, and addressed members of 


the December meeting of the Lancashire branch of 
the Institute of British Foundrymen. 

Mr. Collier, in his paper, entitled “Which Way to 
Go?—Some Problems and Aspects of Foundry Tech- 
nical Education,” commenced by reviewing the de- 
velopment of technical education in this country. In 
this respect he said the UK lagged behind America, 
Germany and Russia for “although we had the talent 
we lacked the vision to develop it.” He praised the 
training schemes of the National Foundry College 
and the British Cast Iron Research Association but 
condemned the examination system which ruled that 
a moulder or patternmaker could not receive a 
diploma which would enable him to become a tech- 
nician Or a manager. In conclusion he outlined the 
methods of training employed at the Bolton Technical 
College. 

Mr. Gregory then read a paper on “Problems in 
a Repetition Foundry,” in which he dealt with plant 
layout, working conditions, training of apprentices. 
and how economies in production could be effected 
by work-study. He was followed by Mr. Davis who 
described in his paper the “Production of a Large 
Cast-iron Cylinder,” which weighed about 154 tons 
and was cast vertically. Mr. Wallwork proposed a 
vote of thanks to all three lecturers, which Mr. Booth 
seconded. The meeting concluded with the chairman 

roposing a vote of thanks to the lecturers. 

The general trend of Mr. Colliers’ replies to ques- 
tioners was that amongst the patternmakers, moulders, 
and coremakers in foundries there were many who 
had the ability required for the jobs of technicians 
and managers, and it was a pity that lack of examina- 
tion qualification prevented them from advancing to 
the higher levels. It was ridiculous he said that a 
student moulder should not be allowed to do engi- 
neering drawing, and thought that the age limit of 
16} years for entering the industry could be raised if 
there was co-operation between employers and the 
unions. Other points made by the lecturer were that 
mechanization was employed in the UK before it was 
introduced in America; of the threat to the casting’s 
industry from “fabrications,” he thought it should 
be possible to produce a casting more cheaply and 
more quickly than any fabrication. 


Tees-side 


The annual social evening of the Tees-side branch, 
which this year took the form of a dinner/dance, was 
held, by kind permission of Head Wrightson & Com- 
pany. Limited, at the Teesdale Hall, Thornaby-on-Tees, 
on November 10. The branch president, Mr. T. Hurst, 
and Mr. D. A. Richards, national president, and their 
ladies, received members and their guests. Speeches 
were confined to a welcome from Mr. Hurst and a 
response by Mr. Richards and the branch secretary. 
Dancing then took place until 1 a.m. with a short inter- 
ruption for excellent entertainment. The marked 
success of the dinner/dance, which was an innovation 
for the branch, makes it likely that it will be a per- 
manent feature 


Newcastle-upon-Tyne 


Following the president's visit to Tees-side he rro- 
ceeded to the Newcastle branch area where on Satur- 


Timms’ lecture. After the 
meeting the president, Mr. Timms, and the secretary 
were entertained by the branch Council. This year 
marks the semi-centenary of the founding of the New- 
castle branch, and arrangements are well in hand for 
celebration of this “ milestone” in April, 1962. 


the branch prior to Mr. 


Translation Services 


From amongst the most-recently-published lists of 
translations available from the Iron & Steel Institute 
(4, Grosvenor Gardens, London, S.W.i), the following 
have been selected as being of interest to founders. The 
price quoted is that for single copies, postage extra, 
there being reductions for quantities ordered. Readers 
writing for translations, or for further information, 
should mention this JOURNAL when doing so. 


BIST 1863 Quatity Controt THe IRON AND Sree, 
(From Italian.) Odone, G. Convegno sul Controllo 
statistico della Qualita (Conference on statistical quality 
control), Milan, Oct., 1959, 1-11 (£5 

KISI 2378 Mopern CONTINUOUS-PICKLING Process (Spray Pick- 
LING) (From German.) Moehring, H M etall-Rein., 
1960, 9, Jan., 3-9. (The full text, with illustrations, of the 
article which was summarized in BISI 1979 (Fortnightly 
List 101). (£4 15s.) A general description of modern 
continneus-processes of pickling, degreasing and washing 
is given, with particular reference to treatments prior 
to enamelling. (JISI abstract 


38.) 


New translations in course of preparation include :— 


DETERMINATION OF QUENCH- 


BISi 2526 He Capacity oF 


ine Barus. (From Italian.) Pesante, T. Met. Ital., 1952, 
44, Apr., 145-152 

BISI 2527 Direct SPecTROPHOTOMETRIK DETERMINATION or 
ALUMINIUM IN STERIL (From Italian.) Picasso, G. Met 
Ital., 1961 (5), 269-276 

BISI 2531 Weartnc Test oF Mareria, por ROLLING-MILL ROLLS 
(From Russian.) Vorontsov, N. M. Trudy Mezhvuz 


‘Sovremennve Dostizheniya 


Naucho-tekh. konf. na temy 
Proc. of Inter-VUZ conference 


prokatnogo proizvodstva 


on “Achievements in Rolling Practice Leningrad, 
1959, 2, 367-372. ; 

BISI 2566 Apriication or Potarizep To THE STUDY OF 
THe Srructure or IRON (From German.) 
Schafmeister, P., & G. Moll irch. Eisenhiit., 1936, 10, 
Oct., 155-160 

Industrial Research in Spain. A _ recent Decree 


authorizes the setting up of indusirial research associa- 
tions in Spain by companies in the same industry to 
study technical problems related to work methods and 
production levels. The associations will be supervised 
by the Comisién Asesora de Investigacién Cientifica y 
Técnica. 


IN FUTURE, Yale Trojan tractor shovels are to be 
sold and serviced in the United Kingdom through 
the established sales and service organization of the 
materials handling division of Yale & Towne Manu- 
facturing Company, Wednesfield, Staffs 

AMONG APPOINTMENTS which the Minister of Pensions 
and National Insurance has made to his Industrial 
Injuries Advisory Council for the new term which 
began on November 30 are Mr. W. Lewis Clarke 
(chairman of the B.E.C.’s Mines and Quarries Com- 
mittee) and Mr. E. C. Happold (secretary of the 
Engineering Employers’ Federation), both re-appointed, 
and Mr. S. Chapman (director of the Association of 
Chemical and Allied Employers), newly appointed. 
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Personal 


Mr. Ken HayTHORNE won three of the eight major 
awards in the annual exhibition of the Photographic 
Society of Hadfields, Limited. 


Mr. H. C. Mayer, executive director and secretary 
of Griffin & George, Limited, and its subsidiaries, 
has been appointed deputy managing director of the 
group. 

Mr. R. L. PLacketTT, reader in mathematical statistics 
at Liverpool University, has been appointed to the 
newly-created Chair of Statistics at King’s College, 
Newcastle. 

Mr. H. M. Myers, works manager at the Witton 
branch, Birmingham, of Imperial Chemical Industries, 
Limited, has retired after more than 40 years’ service 
with the company. 

Professor J. P. DuNcAN, head of the department of 
Mechanical Engineering at Sheffield University, was 
installed on December 11 as president of the Sheffield 
branch of the Junior Institution of Engineers. 


Mr. G. ARGYLE has been appointed chief engineer, 
commercial vehicles, for the British Motor Corpora- 
tion. At the present time, Mr. Argyle is responsible 
for the design of large diesel engines and commercial 
vehicles, catering for 10-cwt. payloads to 7 tons. 


Mrs. D. GopLey, a member of the small-saw depart- 
ment of James Neill & Company (Sheffield), Limited, 
Napier Street, Sheffield, has been presented by Colonel 
Sir Frederick Neill, chairman and managing director 
with a gold watch in recognition of 25 years’ service. 

The Minister of Power has appointed Mr. R. F. 
SUMMERS, chairman of John Summers & Sons, Limited, 
to be a part-time member of the Iron and Steel Board 
with effect from January | in place of Mr. A. G. 
STEWART whose appointment expires on December 31. 


Mr. T. V. Ke tty, blast-furnace manager at Staveley 
Iron & Chemical Company, Limited, since 1957, has 
been appointed iron plant manager for the Rhodesian 
Iron & Steel Company, Limited. Both companies are 
part of the Stewarts and Lloyds group. Mr. Kelly, 
aged 37, has been at Staveley since 1953. 


Mr. JOHN JAMIESON has been appointed head of the 
engineering department of Coatbridge Technical Col- 
lege, of which he has been assistant for some time. A 
former student of the Royal College of Science and 
Technology, Glasgow, he has been in Colville’s tech- 
nical offices in Motherwell since before the war. 


Mr. J. R. HERDMAN and Mr. B. S. Hines have joined 
the British Moulding Machine Company, Limited, as 
sales representatives, the former in Northumberland, 
Co. Durham, and Yorkshire (with the exception of 
the Sheffield area) and the latter in Cumberland, 
Westmorland, Lancashire and Cheshire, plus the 
Sheffield area. 

Mr. LYNN Brapsury, 20-year-old apprentice of Hall 
& Pickles, Limited, Ecclesfield, Sheffield, will go to 
the Continent next spring as guest of the National 
Gauge and Toolmakers’ Association as the award for 
winning first prize in a national craftsmanship com- 
petition. He will spend the fortnight at a_ well- 
known European precision-engineering plant. 

Mr. JAMES BUCKMAN, formerly project development 
manager of the Standard Motor Company. Limited. 
has been appointed general manager of the Bridgwater 
Machine Company. Limited, of Aycliffe, Co. Durham. 
This subsidiary of the American Brake Shoe Com- 
pany. of New York, is now being equipped for the 
manufacture of tyre moulds for the UK and Europe. 
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The appointment has been announced of Mr. A. 
DERBYSHIRE as managing director of Controlled Heat 
& Air, Limited, the member company of the Incan- 
descent Group. Joining the company in 1939 as chief 
draughtsman, Mr. Derbyshire was subsequently works 
manager and in 1945 was appointed a director. He 
has been largely involved with technical sales and has 
visited South Africa, India and Canada in addition to 
the European markets. 


Mr. W. ATKINSON ADAM, M.I.MECH.E., has been 
appointed managing director of the three British divi- 
sions of the Yale & Towne Manufacturing Company. 
He succeeds Mr. JoHN T. McCarey, who has been 
appointed director of manufacturing of the Inter- 
national operations of Yale & Towne with head- 
quarters in New York. In order to accept the appoint- 
ment, Mr. Adam has resigned his executive responsi- 
bilities with Adam-Hodge, N.V. (Holland), but will 
continue to serve on the board of directors. 


Presentation of a gold watch has been made by Mr. 
H. Clarke, assistant managing director of the Qualcast 
group of companies, to Mr. A. “Joe” SARGEANT, 
for his 40 years’ service with Suffolk Iron Foundry 
(1920), Limited, a member of the Qualcast group. 
Mr. Sargeant has in his time with the company made 
more than 32,000,000 ft. of super-silicon cast-iron 
welding rods. The presentation was one of many 
made during the Suffolk Iron Foundry annual Christ- 
mas party, held on December 15 at the Savoy Ballroom, 
Ipswich, which was attended by more than 700 people. 


Mr. NORMAN TATTERSALL, chief engineer of the 
engine division of Leyland Motors, Limited, has been 
appointed a director of Spain’s largest commercial 
vehicle manufacturers, Empresa Nacional de Auto- 
camiones SA. Two years ago a financial link-up was 
announced between Leyland and ENASA, manufac- 
turers of Pegaso vehicles. Sir Henry Spurrier, Ley- 
land’s chairman and managing director, and Mr. 
Donald G. Stokes, the company general sales and 
service manager, joined the ENASA board at the 
same time. Under a previous agreement the two 
companies have also been interchanging technical 
information on the development of commercial 
vehicles. Mr. Tattersall, who retains his present 
position at Leyland, will act as a technical consultant 
to the Spanish company. 


George Kent, Limited, Luton (Beds), have appointed 
Mr. R. C. INGRAM to the newly-created post of market- 
ing manager. Other appointments to their sales staff 
announced are: Mr. K. A. STEELE, formerly assistant 
industry sales manager of the metallurgical division, 
has been appointed representative for the outer Lon- 
don area and will operate from the company’s London 
office at 199-201, High Holborn, W.C.1, and Mr. J. C. 
BarreETT, has been appointed area representative for 
Surrey, Kent and Sussex. In preparation for the retire- 
ment in a few months’ time of Mr. H. Moren-Brown, 
who has represented the company in Birmingham for 
nearly 30 years, two new representatives have been 
appointed: Mr. G. H. C. LyNn will shortly assume 
responsibility for the company’s representation in 
Staffordshire and the northern half of Birmingham, 
and Mr. J. E. Brown will be the representative for 
Worcestershire, Warwickshire and the southern half of 
Birmingham. Mr. D. E. HARvey is now representative 
for Manchester, which includes the eastern halves of 
Lancashire and Cheshire. Following the recent retire- 
ment of Mr. J. S. THOMPSON, Scottish representative 
for 23 years, Mr. R. Barctay will operate in the 
western half of Scotland, and Mr. Mittar Taytor the 
eastern half of the territory. 
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Law Cases 
Moulder’s Claim Fails 

A claim for £400 damages for personal injury against 
the Stanton Ironworks Company, Limited, by a 54- 
year-old pipe moulder failed at Ilkeston County Court. 
Mr. William Richard Pratt, who was said to have 
worked for the company for 42 years, 17 as a pipe 
moulder, claimed for injury after an accident in a 
moulding process in October, 1959. It was alleged 
that Pratt was blacking the inside of a mould when 
the chains suspending the mould in a 15-ft. pit slipped 
causing it to move slightly away from him and throw 
him off balance. He claimed that he strained his 
abdominal muscles, thus causing hernia. He said he 
was off work for weeks following an operation for a 
hernia in March, 1960. Sister Barbara Towers, nursing 
sister at Stanton, said Pratt saw her nine days after 
the accident, but according to her records, said he had 
suffered abdominal pains for four or five weeks. 

Judge Sir Henry Braund said in his judgment at 
the end of a six-hour hearing. that he considered 
Pratt was already suffering from a hernia when the 
accident occurred. Costs were awarded to the Stanton 
Ironworks. 

Safety Boots not worn 

At Tamworth County Court an ironfoundry moulder, 
Mr. C. Taylor (37), whose left foot was injured by 
molten metal, was awarded general and _ special 
damages of £149 5s. and costs by Judge J. C. D. 
Harington. Mr. Taylor, the employee concerned, said 
he had filled a hand ladle when metal splashed on to 
his ankle, ran down inside his boot and burned his 
heel. He told the Court that he did not know he 
could have obtained safety boots at cost price through 
the firm .No safety spats or gaiters were provided. 

Mr. R. Tucker, for the firm, submitted that even if 
boots and spats had been provided, the question still 
arose as to whether they would have been used. Mr. 
Taylor had admitted since the accident that he had 
still not worn safety boots or spats. 

Judge Harington said that the firm must have known 
of the hazards from molten metal splashing and should 
have provided both safety boots and spats. He found 
breach of duty and therefore negligence. 


Carelessness in Handling Clamps 

A Fife labourer, Mr. William McDonald Robertson, 
who sued his employers, John White & Son, weighing- 
machine manufacturers, of Auchtermuchty, for £2,000 
in respect of an accident in the works in September, 
1959, was awarded £950 by a jury sitting with Lord 
Wheatley in the Court of Session on December 6. 

Robertson who was struck on the head by a metal 
clamp weighing 25 lb., while knocking-out a large 
casting, claimed that contrary to the firm’s instructions, 
his fellow employee threw up the clamps from the 
moulding pit, and one fell on him (Robertson). The 
firm claimed that the fellow employee threw up the 
clamps at a side of the pit away from where Robertson 
was working; the clamp which struck Robertson was 
one which he himself had thrown out of the pit. 


A FINE OF £20, with 4s. costs, was imposed at Don- 
caster Borough Magistrates’ Court on a local firm of 
brassfounders, after a plea of guilty had been entered 
to a charge of failing to fence certain dangerous 
machinery. It was stated by the prosecution that a 
16-year-old apprentice lost part of the first finger of 
his right hand while operating a power press with a 
faulty guard. The guard was said to be in a bad 
state of repair, causing the safety-control device to be 
useless. Reference was made by defending solicitor 
to the company’s fine record with no previous con- 
viction under the Factory Act. 
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use STERLING 


J. HOOKER LTD 


329%a Finchley Road, London, N.W.3 


DIE SLICK 


for casting 


When the well-known Die Slick range of 
lubricants for pressure die casters 
first became available in this country, 
Gestetner Ltd. were among the first 
to appreciate their unique value and 
commenced using them. 


They are still using them to-day 
to produce castings of the type 
illustrated, which go to make up 
the well-known GESTETNER 
duplicator. 


More recently two new grades have 
been introduced to make die casting 
history, Grade No. 44 and 9X for 
Aluminium and Zinc respectively. 
Both are concentrated lubricants which 
require diluting before use and 
WATER may be used for this purpose, 
thus making them not only the best 
lubricants but the cheapest. 

Write for details of No. 44 (WATER 
miscible grade) for use with 
Aluminium and No. 9X, the grade for 
use with Zinc. We will have pleasure 
in sending you our literature 

on this subject, produced, as has been 
all our sales literature, for a number 
of years now, on a GESTETNER 
duplicating machine. 


(Telephone: SWIss Cottage 3281-2-3-4). 


as 
5 
| 
| 
lunes 
| 
| 
| 
3 
¥ 
| j 
~ 
; 
; 
he 
hes 


810 


News in Brief 


Georce KENT, Limitep, of Luton, have received an 
order worth over £5,000,000 from the Central Elec- 
tricity Generating Board for the supply of instruments 
for the Drakelow C power-station, Derbyshire. 


Forty SHEFFIELD METALLURGISTS and industrialists 
have visited Rugby for a demonstration of a 10 kw 
electro-beam melting furnace by AEI (Rugby), Limited, 
and Birlec-Efco (Melting), Limited. 


THe INDUSTRIAL INSTRUMENTS DivISION of the 
Barber-Colman Company, Rockford, Illinois, USA, 
announces the establishment of a new furnace-atmos- 
phere division to work in a complementary manner 
with gas chromatography. 

ONE-HUNDRED-AND-SEVENTY widows of ex-employees 
and 250 widows of the works pensioners of Newton 
Chambers & Company, Limited, have been sent a 
gift of £2 and a Christmas greetings card from the 
managing director, Mr. P. J. C. Bovill, and Mrs. 
Bovill. 


B.S.A. Toots Group, LimiTep, announce that from 
January 1, 1962, the United Kingdom sales represen- 
tation for the Churchill Machine Tool Company, 
Limited, of Broadheath, Manchester, will be carried 
out by Burton Griffiths & Company, Limited, Macka- 
down Lane, Kitts Green, Birmingham 33. 


New ZEALAND GOVERNMENT RAILWAYS have placed 
an order with the Pressed Steel Company, Limited. 
Linwood, Paisley, for 900 open wagons, valued at 
nearly £1,000,000. The order was obtained in face 
of competition from 21 countries, including a number 
of European countries, Japan, South Africa, and 
Australia. 

THe 3,500 emMPLoYEES at the Doncaster works of 
International Harvester Company, Limited, shared 
£72,500 in +profit-sharing bonuses in the week ended 
December 9. The bonus average was more than £20 
for every Doncaster employee, and created a new 
record, being an increase of more than £10,000 on the 
bonus payment of last Christmas. 


THe INSTITUTE OF WELDING announces a Christmas 
lecture by past-president Mr. John Strong on “ Joining 
the Modern Way.” It will be held at the Institute’s 
headquarters, 54, Princes Gate, Exhibition Road, South 
Kensington, London, S.W.7, on Thursday, January 4, 
at 11 a.m. Admission is by ticket only obtainable 
from the secretary of the Institute at the address 
quoted. 

MARKETING AND PRODUCING FOR PROFIT, control of 
overheads and effective management of assets will be 
discussed at the British Institute of Management one- 
day conference on “ Planning for Maximum Profits,” 
to be held at the Connaught Rooms, London, W.C.2, 
on January 11, 1962, from 9.45 a.m. to § p.m. The 
conference is intended for directors, senior managers 
and accountants. 

THE ENTIRE SHARE CAPITAL 
Company, Limited, nail manufacturers, Thistle Nail 
Works, Wishaw, Lanarkshire, has been acquired by 
John Williams (Wishaw), Limited, a member of the 
Thos. W. Ward group. Mr. W. Hall has succeeded 
Mr. W. N. Shortland as chairman and managing 
director and Mr. Adam Parkin has been appointed 
director and secretary. 


F. H. BenTHAM, Limitep, textile-machinery de- 
signers and makers, has moved from premises on the 
corner of Richmond Road and Longside Lane, Brad- 
ford, which it has occupied since 1888, to larger 
premises at Prospect Works, Allerton, Bradford. The 


of James Shortland & 
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Bentham Tyre Machinery Company, Limited, is also 
at Prospect Works, and the Bentham Press Division 
remains at Dotcliffe Mill, Kelbrook, via Colne. 


AVAILABLE ON FREE LOAN from Colt Ventilation, 
Limited, Surbiton, Surrey, is the newly-revised edition 
of the film “Fire Control in Industry” bringing the 
subject of fire venting up-to-date with a record of 
the three-year Colt sponsored research programme 
conducted by the DSIR Fire Research Station and with 
fire venting in action in the Humber fire at Aldermoor 
Lane. A synopsis of this film is available from Colt 
Ventilation, Limited. 


AN ORDER for an 8,000-ton passenger and cargo 
liner costing more than £2,000,000 has been placed 
with John Brown & Company, Limited, Clydebank, 
by Alfred Holt & Company, Limited, Liverpool. The 
ship, to be named the Centaur, will have Danish 
diesel machinery made by Burmeister & Wain, Limited. 
She will be a single-class ship, with accommodation 
for 200 passengers; she will also carry refrigerated and 
other cargo, and will be equipped to transport sheep 
and cattle. 


PLANT EXPANSION PROGRAMME for Midland Silicones, 
Limited, has been taken a further stage by the award 
of a contract to design and construct tank farm 
additions complete with piping network. This will 
give an increased storage capacity of 120,000 gal. of 
raw materials and products. The contract has been 
awarded to the chemical engineering division of the 
Sturtevant Engineering Company, Limited, London. 
E.C.4, and work is scheduled for completion by June, 
1962. The division already has in hand the design 
and construction of a new reactor unit for Midland 
Silicones. 


LAST WEEK, the Birmingham Industrial Accident Pre- 
vention Group opened a new extension to their train- 
ing centre at Acocks Green, which will play an impor- 


tant part in the 1962 drive. Welcoming the new 
extension, Brig. Ralph Stoney, director general of 
RoSPA (the Royal Society for the Prevention of 


Accidents) underlined the achievements of the group. 
Among the 2,000 students in 1961, 500 apprentices 
had passed through the training course (nearly double 
last year). There were 250 foremen and supervisors 
(100 increase), 150 crane drivers and slingers (nearly 
double last year’s figure). 


IN FURTHERANCE OF A SCHEME to combine the 
machine-tool manufacturing interests of the Thos. W. 
Ward group, represented by Woodhouse & Mitchell 
at Brighouse and Fredk. Town & Sons, Limited, at 
Halifax, these businesses have been merged under 
the name of Town Woodhouse, Limited, as and from 


December 31. The directors of the company are Mr. 
H. Vernon (chairman), Mr. G. §. Wood, Mr. A. 
Kissack, Mr. E. Town and Mr. L. Forbes, and the 
secretary is Mr. J. Taylor. Mr. Town will be re- 


sponsible for commercial management and Mr. Forbes 
for works management and technical development. 


AN ORDER WORTH ABOUT £250,000 has been secured 
by the switchgear division of Associated Electrical 


Industries, Limited, for a sub-station at Aldwarke, 
near Rotherham, in the north-eastern region of the 
Central Electricity Generating Board The sub- 


station will provide an increased supply to the Park 
Gate Iron & Steelworks. It will be established in 
the existing High Marnham-West Melton transmission 
line. The electronic apparatus division of AEI has 
been given a valuable order by the Swedish Navy 
Board for radar display units to operate in conjunction 
with coastal surveillance radar equipment previously 
supplied by AEI. 
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pattern for 
progress 


Baker Perkins 
Foundry Machinery 


aerator/coolerator 


* Continuously processes and conditions foundry sand 
* Fits flat, troughed, horizontal or inclined rubber 
belt conveyors. ° Specially designed undercarriage 
does not increase wear or tension on belt. * Cheaply 


Write for further details and quickly installed. One of the range 10 tons to 450 a ia 
of Baker Perkins Pekay tons. 18” to 48” wide belts. * Increases output and ae 
Aerators/Coolerators to : improves quality from existing mixing plant. i id 


BAKER PERKINS LTD., ENGINEERS, reat 
Foundry Machinery Department, Bedewell Division, Hebburn-on-Tyne, Co. Durham. Tel. Jarrow 897124 Et @ 
B.P.F. 14 
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Raw Material Markets 


Iron and Steel 


Most of the foundries are hoping that the turn of 
the year will bring an increase in business, as at 
present many plants are working below capacity and 
production is restricted to a four-day week. In fact, 
with the amount of business recently available, some 
foundries find it difficult to maintain this reduced rate 
of working. Included in these are some of the foun- 
dries catering for the motor-vehicle industry, while 
those supplying castings to many other trades are 
similarly placed. The light foundries are expecting that 
the improved demands from the domestic utensil trade 
will continue for at least a few more months, and 
hopes are entertained that increased usage of castings 
by the building trades in the new year will benefit the 
light foundries connected with them. The jobbing, 
textile, and malleable iron foundries could undertake 
more work. 


Pig-iron in all grades continues plentiful, and the 
steelworks and iron foundries are well provided. Stocks 
on hand at the furnaces and current production are 
more than sufficient to satisfy current demands and 
most of the furnaces are hoping for a bigger demand 
in the near future, as they could step up present 
deliveries appreciably. No difficulty is experienced in 
obtaining most grades of scrap, while coke, ganister, 
limestone, and firebricks are readily available. 


Many of the re-rolling mills are closed for the whole 
of this week, during which essential repairs are being 
carried out. Orders for their products are very scarce, 
particularly for small bars, light sections and strip, 
while reinforcing rods, although in fairly good 
demand, are being called for in quantities much below 
previous levels. Much more work is needed to bring 
production up to capacity levels. 


All grades of steel semis are available from home 
steelworks in tonnages much in excess of present 
demands, and mild steel semis in particular are very 
plentiful. Difficulty is also now being experienced by 
the steelworks in disposing of all their arisings of 
defectives and crops. 


Non-ferrous Metals 


Consumer interest from the Continent stimulated tin 
prices and lessened the chance of a repetition of the 
recent liquidation of cash metal on the London Metal 
Exchange. Trading conditions, however, are still 
rather thin and turnover in the London market has 
been small. 


The news from Chuquicamata that a strike ballot 
had been decided on led to a drop in copper prices but 
there has been a slight rally and trading has been 
steadily quiet. 

Holiday conditions have affected both lead and zinc 
and little business has been taking place. 


IN ANNOUNCING THE APPOINTMENT of Mr. W. T. 
Mitchell as the new chairman of the Grahamston Iron 
Company, Limited, it was erroneously assumed— 
JOURNAL, December 7, page 708—that he was the son 
of the lite Mr. W. T. Mitchell, the former chairman. 
The Grahamston Iron Company informs us that Mr. 
Mitchell was the late chairman’s nephew. Apologies 
for the earlier and unwarranted assumption are made 
to all concerned. 
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House Organs 


Foseco Foundry Practice, No. 149. 
Foseco, Limited, Drayton Manor, 
Staffs. 

It is interesting to see in Fig. 4 of the first article 
in this issue on “Gas Holes in Grey-iron Castings ” 
the resurrection of the phenomenon of inverse chill. 
This defect was a veritable disease of iron castings 
just after the first world war. As up to that time, 
there had been a build-up of sulphur content in the 
world’s scrap heap, that element was deemed to be 
the culprit. When soda-ash and other desulphurizers 
became widely used, the defect virtually disappeared. 
Now, according to this article, the “villain of the 
piece" can be aluminium. In another article, the 
use of exothermic padding for feeding purposes is 
lucidly explained. 


Wiggin Nickel Alloys, No. 63. Issued by Henry 
Wiggin & Thames House. Mill 
bank, London, S.W 

Two comprehensive in in this issue detail the 
many variables affecting corrosion together with 
measures that can be taken to offset corrosive atttack 

Monel nickel/copper-alloy shafts in conduits for the 

Tamut Pond Dam are featured in an article on the 

largest civil engineering project ever undertaken in 

Australia. This material is also referred to in another 

application, where it is used in fabricating the shell and 

water boxes in the evaporator of a new sea-water 
distillation plant at Aby Dhabi in the Persian Gulf. 

A further article deals with Nimonic 80A used in die- 

casting aluminium-bronze. 


Silicate News, No. 1. Issued by Joseph Crossfield & 
Sons, Limited, Warrington. 

The interesting feature of this new quarterly publi- 
cation is the variety of industries which it shows to be 
using silicates. Item No. 12 (the penultimate) refers to 
the CO, Process. Each paragraph detailing the special 
use to which the silicate has been put. bears a cross- 
reference, and that for No. 12 is—not unnaturally 
to the FOUNDRY TRADE JOURNAL. 


New Member for CIDA 

The director committee of the Centre International 
de Développement de Il Aluminium (CIDA) met on 
November 30 in Ziirich, with Mr. R. Afflerbach (Alu- 
minium Zentrale, Diisseldorf) in the chair. Representa- 
tion for Great Britain is by the Aluminium Develop- 
ment Association and the meeting was attended by 
Sir Geoffrey Bourne, director-general, and Mr. F. B. H. 
Villiers, member of council of ADA. The committee 
decided to admit the Netherlands as a new member. 
to be represented by Nederlandsche Aluminium 
Maatschappij, bringing the total membership to eight. 
The other member countries are Austria, France. 
Germany, Great Britain, Italy, Sweden, Switzerland. 
There was also discussion on the statutes of CIDA 
and the terms of reference of the various working 
committees, whose recent work—in particular, that 
of the documentation and surface treatments com- 
mittees—-was reviewed. The next meeting of the 
director committee will be in Italy in May, 1962. 


Published by 
Tamworth, 


SERVICE to Mr. 
chairman of Darwins, Limited, Sheffield. was 


A MEMORIAL Frank Thompson- 
Schwab, 
held in Sheffield Cathedral on December 12. It was 
attended by members of the family and representatives 
of the Darwin group of companies and of Sheffield 
industry. The Provost of Sheffield, the Very Rev. 
J. Howard Cruse, conducted the service. 
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See 


If dust control is one of your 

difficulties we can help you—we’ve 
been solving problems like yours 

for the last forty years. For‘example, 
where large quantities of dust are 
involved, one of our answers is this type 
of plant installation which incorporates 
a Type 2/6000 ‘Drytube’ Dust Filter 
and high efficiency Cyclones. 


DALLOW LAMBERT 


Dallow Lambert Plant Installation 
incorporating a Type 2/6000 ‘Drytube’ 
Dust Filter, high efficiency Cyclone and 
Conveyor System, handling a total 

air volume of 34,000 c.f.m. 


DALLOW LAMBERT LIMITED 
THURMASTON - LEICESTER 
TELEPHONE: SYSTON 3333 (7 LINES) 


CRC/DL/104 
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Imports and Exports of Iron and Steel in October 


The following tables, based on Board of Trade returns, give figures of imports and exports of iron and 
steel in October this year. Totals for the first 10 months of 1960 and 1961 ne also lostaded. 


Total Exports of Iron and Steel _ 


Destination 
Malta 
Sierra Leone 
Ghana ‘ 
Nigeria 


Union of South Africa 
South-West Africa 


Rhodesia and Nyasaland __ 


Tanganyika. . 
Cenya 
Uganda 

Mauritius 


y' 


Bahrein, Qatar, and Trucial States | 


Kuwait 

India 

Pakistan 

Singapore 

Malaya 

Ceylon 
British North Borneo 
Hongkong ‘a 
Australia 

New Zealand 
Canada 

Jamaica 

Trinidad 

British Guiana 


Eire 

Soviet Union 
Finland 

Sweden 

Norway 

Denmark 

Poland whe 
Western Germany .. 
Eastern Germany 
Netherlands 
Belgium 

France 

Switzerland 
Portugal 

Spain 

Italy 

Austria 

Yugoslavia 

Greece 

Turkey 

Netherlands Antilles 
Portuguese East Africa 
Egypt 

Libya 

Sudan 

Israel 

Saudi Arabia 

Iraq 

Iran 

Burma 

Thailand 

Indonesia 

China 

Japan 

Philippine Republic 
USA 


Cuba 
Mexico 
Colombia 
Venezuela 
Ecuador 
Peru 
Chile 
Brazil 
Uruguay 
Argentina 
Other foreign countries 


TOTAL 


| 
Other Commonwealth countries ._| 


Bairps & SCOTTISH Steet, Limrrep—Mr. A. O. Cox 


Month Ten months 
ended ended 
Oct. 31 October 31. 
1961. 
Tons. 
653 
563 
3,589 
3,758 
7,7: 
704 
2,157 5.6 
3,201 25, 
1,603 31, 
172 2,05: 
75 ,535 
1,141 5,48 
61 5,368 17,291 
10,147 212,913 160,403 
3,090 55,254 68,601 
1,808 17,611 20,910 
2,425 15,408 | 22,584 
2,074 43,565 | 31,405 
72 3,852 2,242 
9,773 69,231 76,179 
4,757 | 149,665 | 102,139 
7,353 | 102,232 | 180,839 
9,780 177,191 102,918 
1,348 20,054 13,785 
4,585 32,847 | 38,176 
266 7,518 7,169 
1,705 21,92: 25,015 
6,516 51,849 | 63,560 
13,203 24,303 | 41,999 
4,541 40,426 53,314 
18,006 145,547 141,147 
7,777 97,673 107,822 
8,240 82,607 86,358 
11,768 9,719 | 42,497 
13,560 116,618 } 97,649 
1,421 18,383 | 19,747 
6,954 100,032 95,810 
1,833 28,231 | 26,279 
1,508 7,099 | 11,217 
1,938 12,049 19,270 
2.611 | 13,605 24,569 
2,696 2 21,538 
9,165 | 67,287 
317 4,613 
1,214 23,708 
2,429 30,581 
305 12,030 
110 1,463 
150 2.051 
1,439 2% 
4,104 
1,128 
1,764 | 
20 
1,681 
2,339 
243 5,506 
426 4,871 
364 3,322 
489 11,031 
22,621 156,459 
1,302 »237 
19,334 7 
13 849 
768 3,822 
5.689 15,062 
3,084 23,425 
2.206 
1,017 7,486 
281 2.313 
798 | 14,185 
S04 7,909 
18,258 > 147,497 
5,625 51,089 57.522 
294.904 2,752,809 | 2.841.315 


has .been appointed to the board and has become 


commercial director. 


Total Imports of Iron and Steel 


Month Ten months 
ended ended 
From Oct. 31 October 31 
1961 1960 
Tons Tons 
Union of South Africa ’ ‘as 2,058 25,641 | 
Rhodesia and Nyasaland _. 232 6,606 
Canada 4 3.477 219,708 
Other Commonwealth countries 
and Eire 1,659 43,411 | 
Soviet Union 2,514 27,596 
Sweden 4,450 41,119 
Norway 14,041 129,914 
Poland 49 8,645 | 
Western Germany .. 2,681 113,863 | 
Netherlands 14,536 168,272 
Belgium .. 2,702 97,900 | 
Luxembourg 143 13,150 
France ‘As 1,044 58,090 | 16,685 
Italy : , o 4 21,606 | 503 
Austria an ‘ 45 10,333 4,307 
Japan 427 5,939 | 5,406 
USA ‘ 685 325,647 | 11,053 
Other foreign countries 288 133,271 | 10,256 


TOTAL .. 61,126 | 1,450,711 548,553 
Iron and steel scrap and waste | 
__ fit only for the recovery of metal 


2,118 | 221,171 


Exports of Iron and Steel, by Product 


Month Ten months 
ended ended 
Product. Oct. 31 October 31 
1961. 1960. 1961 
Tons Tons. Tons. 
Pig-iron es 19,513 128,450 | 106,459 
Ferro-columbium (niobium) 6 89 | 76 
Ferro-tungsten a ; 144 797 | 1,119 
Other ferro-alloys . . ‘ 363 9,348 3,340 
Ingots, blooms, billets, slabs, 
sheet bars (incl. tinplate bars), | 
and similar primary forms - 7,763 22,024 | 
Pieces roughly shaped by forging 52 803 
Iron bars, rods, angles, shapes, 
and sections at os ‘ lu 1,365 | 1,830 
Steel bars, rods, angles, sections, } 
and shapes 52,907 508,443 560,011 
Iron plates and sheets ; 628 | 795 
Universal plates P 2,540 16,993 15,674 
Steel plate, 3 mm. and under | 
4.5 mm. thickness . be 1,857 32,569 33,315 
Ditto, 4.5 mm. or more in thick- | 
ness de 40,675 287,303 299,002 
Blacksheets and blackplate 38,045 247,708 336,937 
Hoop and strip 8,627 84,600 93,152 
Tinplate ‘ 36,005 414,431 350,4 
Decorated tinplate 362 5,140 | i 
Galvanized sheets se ‘ 6,278 68,967 | 
Other (incl. tinned sheets, terne- | 
plate, and ternesheets) . . wi 4,047 23,354 34,974 
Railway and tramway construc- | 
tion material 5,343 144,120 | 158,951 
Wire rods of steel (incl. alloy | 
steel) 4,875 45.665 | 51,241 
Wire d . 10,263 98,720 109,004 
Tubes, pipes, and fittings ve] 54,055 611,482 | 528,713 
TOTAL 294,904 | 2,752,899 | 2,841,315 


STEELS Process PLANTS, L:miTED—Mr. K. B. Ross 
has been appointed managing director of the new com- 
pany which is a member of the Steel & Company, 
Limited, group. Mr. R. Olley has been appointed 
engineering director and Mr. R. A. Chasseaud. market- 
ing director. 
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Company News 


Stewarts and Lloyds, Limited 

Group profits, before tax, of Stewarts and Lloyds, 
Limited, fell from £18,200,000 to £14,000,000 for the 
year to September 30, 1961, and a final dividend of 
10 per cent. on capital increased by a two-for-nine 
rights issue makes a total of 15 per cent., the same 
as for the previous year. The net profit, after tax 
and outside interests, etc., is down from £10,600,000 
to £7,400,000. Group sales to customers increased 
from £139,400,000 to £158,300,000. 


Representative outputs for the UK group in 1961, 
with the corresponding figure for 1960 in parentheses, 
were:—Pig-iron, 2,321,000 (1,922,000) tons; _ steel 
ingots, 1,732,000 (1,870,000) tons; spun-iron pipes and 


castings, 493,000 (402,000) tons; steel tubes, 905,000 
(1,008,000) tons. The 1961 figures for pig-iron and 
spun-iron pipes and castings include output by 


Staveley Iron & Chemical Company, Limited. 

Capital expenditure on plant and equipment at 
home and overseas amounted to £10,200,000. During 
the year capital schemes were authorized up to a total 
of £42,274,000, of which a large proportion was to 
provide for the major development of iron and steel 
capacity at Corby The balance of the schemes 
sanctioned now amounts to £47,875,000. 


SCOW Profits Down 

Sales and other income of the Steel Company of 
Wales, Limited (SCOW), fell by £10,000,000 to 
£133,000,000 in the year ended September 30, 1961, 
and the final dividend is cut from Is. 6d. to 1s. per 
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£1 ordinary share, making a total of 2s. (2s. 6d.) per 
share. The trading surplus declined from £30,480,000 
to £23,250,000, and after depreciation of £8,333,234 
(£8,217,131), taxation of £3,100,000 (£7,400,000), and 
other charges, the net profit is down from £7,030,000 
to £4,930,000. 

The company tells 
sion in demand for 
during 


shareholders that the 
sheet and tinplate 
the second half-year. The 
became much more competitive 
reduced. Increased costs were not 
quately in the home market. 


reces- 
continued 
export market 
and prices were 
recouped ade- 


WESTINGHOUSE BRAKE & SIGNAL COMPANY, LIMITED 
—Group trading profits fell to £1,747,032 (£2,394,819) 
for the year to September 30, 1961, and the dividend is 
cut to 9 (11) per cent. After heavier interest charges 
and a substantially reduced tax provision, net profit is 
£782,979 (£1,119,893). 


UNIVERSAL GRINDING WHEEL COMPANY, LIMITED 
With a final tax-free dividend of 124 per cent., total 
for the year ended September 30, 1961, is 20 (same) 
per cent. on the ordinary and employees’ stock. Net 
profit attributable to the parent company is £567,770 
(£600,372), after tax of £627,645 (£646,281). 


SKEFKO BALL BEARING COMPANY, LiIMITED—Subject 
to the necessary Exchange Control consent to par- 
ticipation by the parent company, Aktiebolaget Svenska 
Kullagerfabriken (SKF), it is proposed to raise 
£1,600,000 by a rights issue early in the New Year. 
The proposal also depends on market conditions at 
the time being “ not markedly different.” The intended 
issue is of 500,000 £1 shares at 65s. each on a one-for- 
12. basis. 


PIG IRON, All Grades 


METALLIC ABRASIVES 
SHOTBLASTING MACHINERY 
FOUNDRY MACHINERY 


And at: 
BIRMINGHAM 


Lichfield House, 
Smallbrook Ringway 
Midland 3375/6 


Central 9969 


HEAD OFFICE 
WINCHESTER HOUSE 
OLD BROAD’ STREET 

LONDON 

LONdon Wall 4774 

Telex 21549 


GLASGOW C2 


93 Hope Street 


WILLIAM 


ACKS 


AND COMPANY LIMITED 


EC2 


FERRO SILICON 12/14% 
ALLOYS & BRIQUETTES 
FOUNDRY COKE 
LIMESTONE 

GANISTER 

MOULDING SAND 
REFRACTORIES 
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CLASSIFIED ADVERTISEMENTS 


PREPAID RATES: 


word 


extra per insertion (including postage of replies). Situations wanted 2d. per 


(Suatinenent ommeenie’ by remittance) and replies to Box Numbers should be addressed to the Advertisement 
Manager, Foundry T: Journal, john Adam Howse, 17/19, john Adam Stret, Adelphi, London, W.C2 If received by 
first post Monday advertisements accommodated in 


can normally be 


the following Thursday’s issue. 


SITUATIONS WANTED 


YOUNDRY EXECUTIVE (34). Compre- 
hensive technical and practical ex- 
rience grey iron and shell moulding. 
mechanical engineering, 
foundry technology and metallurgy, desires 
position in technical representative 
capacity Box FE241, Founpry Trave 
Journal 


YOUNDRYMAN AND METALLURGIST 
experienced in iron, aluminium and 
precision casting, desires change preferably 
in smaller foundry where wide practical 
and technical knowledge could be used 
Prepared to start precision foundry if 
capital available. Box FA247, Founpry 
Trape Journar. 


MANAGER CHIEF 
fully experienced in non- 
manufacturing, A.LD 
similar position in Mid- 
Box FPM250, Founpry 


YOUNDRY 
CHEMIST, 
ferrous metal 
approved, desires 
lands or North 


Trape Journal 


f METALLURGIST IS OPEN TO 
SUGGESTIONS being 
trained amd having held EXECUTIVE 
POSITIONS IN FOUNDRIES 
Experience having been gained with all 
grades of cast iron and alloy irons 
including nodular, Using electric 
furnaces and hot blast cupola. Would 
prefer the West Riding of Yorkshire area 
other locations. Car owner, 
H.N.C Metallurgy engineering  back- 
aed Any proposition received will be 
considered and treated in the strictest 
confidence Box AM231, Founpry Trape 
JouRNAL 


SITUATIONS VACANT 


oo WORKS ENGINEER for 
4 non-ferrous refinery in London area. 
Age 20-30. H.N.C. would be an advantage 
but not essential. Familiarity with metal 
melting plant and abilitv to do own draw 
ings after discussions with production staff 
main requirements. Prospects of becoming 
Works Manager within six years. Box 
AW261, Founpry Trape Journat. 


4 GIST. FOUNDRY SUPERINTEN.- 
DENTS (two) and PROCESS METAI.LUR- 
GIST required for large steel and iron 
foundries in South America. Familiarity 
with automobile castings production and 
the newer processes desirable. Contracts 
for 3/5 years or permanencies. Excellent 
service conditions, including passages, home 
leave, etc. Box EC239, Founpry Trapr 
JOURNAL. 
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SITUATIONS VACANT—contd. 


JOUNG METALLURGIST required to 
take over duties of CHIEF CHEMIST 
in a Steel Foundry Experience in metal- 
lurgical analysis essential, knowledge of 
physical testing methods and radiographic 
technique antage. Minimum qualifi 
cation H.N 
Write, age, qualifications, and 
experiensce to: Personne Manager, Joun 
& Co. (Leeps), Lrp., Sprotborough 
Works, Doncaster 


NHEEPBRIDGE ALLOY CASTINGS 
» LTD., Hamilton Road, Sutton-in-Ash- 
field. Notts. have a vacancy for a REPRE- 
SENTATIVE to cover Lancs/Cheshire/ 
Westmorland and Cumberland selling 
iron, carbon steel and stainless steel cast 
ings. Please write giving details of past 
experience, salary required, etc., to Perr- 
SONNEL MANAGER 


FOUNDRY ENGINEER, 30-40, National 
Foundry College trained: A.M.I. 

Mech.E. or equivalent an advantage. 
Practical foundry experience essential. 
To assist in engineering and implementing 
foundry and allied materials handling pro 
jects. 

Five-day 
canteen, etc 

Applications in confidence to Tae Secre- 
rary, Campsent, Girrorp & Morton Lrtp., 
Consulting Engineers, 52, Queens Road, 
Weybridge, Surrey. 


week, contributory pension, 


COUNCIL OF IRONFOUNDRY 
ASSOCIATIONS 


EDUCATION AND TRAINING 


The Council is expanding its Training Services 
to the industry and invites applications for the 
appointment of an 


EDUCATION OFFICER 


The appointment is mainly concerned with the 
organization and supervision of management 
and supervisory courses, general and technical, 
which are being rapidly expanded to meet the 
industry's demands, and to assist the Head of 
the Section generally There will be a con- 
siderable amount of travel within the U.K. 

Candidates should preferably be under 
35 years of age and hold a degree or N.F.C. 
Diploma or similar technical qualification 
Knowledge of the ironfoundry industry and 
teaching ability and experience would be an 
advantage 

The appointment is based in London and a 
salary appropriate to qualifications and experi- 
ence plus excellent pension scheme is envisaged. 

Forms of application can be obtained from 
the Head of the Education and Training Section, 
14 Pall Mall, London, 8.W.1 


PATENTS 


HE proprietor of the British Patent 

No. 781233, entitled ‘* Blast furnace 
cooling plate holder,’ offers same _ for 
license or otherwise to ensure practical 
working in Great Britain. Inquiries to 
Sincer, Stern & Canceero, 140 So. Dearborn 
Street, Chicago 3, Illinois, U.S.A. 


pe, Proprietor of Patent No. 699318 for 
“A Regenerative Refractory Furnace 
for Endothermically altering a Gaseous 
Material,” desires to secure commercial! 
exploitation by Licence or otherwise in the 
United Kingdom. Replies to Haseltine 
Lake & Co., 28, Southampton Buildings, 
Chancery Lane, London, 2a. 
RITISH 


I provements relating to 
tive garments Proprietors 
commercial exploitation by 
otherwise. Replies to H. D 
Co., 3 Gray’s Inn Seuare, 
and 94 Hope Street, 


PATENT No. 716175 ‘Im 
heat protec 
desire secure 

licence or 
Fitzpatrick & 
London, W.C 


Glasgow, C.2 


AGENTS 


ART-TIME AGENT required by North 

of England lIronfoundry seeking to 
expand present field of activities. Reply 
stating experience, type of connection and 
area covered to Box PT242, Founpry Trapt 


JOURNAL. 

‘ ASTER PATTERNMAKERS in 
4 cashire, with good connections, 
agency to sell Foundry Requisites 
Steel Castings, ete Commission 

Box MP238, Founpry Trape JourRNaL. 


Lar 
seek 
and 
basis 


_ BUSINESSES WANTED 


MALL 
us dry wanted in 
details to Bo. 


JouRNAL. 

y YJANTED to purchase. Small Non 
ferrous Foundry. Melting capacity 

2-3 tons weekly. Details to Box W248 

Fot TRape JOURNAL. 


Aluminium or Non-ferrous Foun- 
Midlands area. State 
SA224, Founpry Trave 


_ BUSINESSES FOR SALE 


Non-ferrous Foundry Business 
and Freehold Premises, East Mid- 
lands, for sale. Established 1927. 
retiring. Box SN198, Founpry Trape Jour- 
NAL. 


MALLEABLE FOUNDRY 
(Blackheart) for Sale Annual 
Fail approx. 460 tons. Forty miles 
north of Birmingham. For further par- 
ticulars write Box FM207, Founpry Trape 
JOURNAL. 
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MACHINERY WANTED 


W SNTED. Pig Casting machine cap 
able of handling 10 tons every three 
hours. Box WP243, Founpry Trapr Journat. 


URGENTLY REQUIRED 


H.L.P.3 or R.D.5, B.M.M. 
Machine 


with up to 100 boxes. Also 2 ton cupola 
with charger in good condition. Details to 
BUYSELL PLANT LTD 
265 Clarkston Road, Glasgow, S.4. 


YECONDHAND BRI GUN required 
s Give full details, price, etc. Box 
SH252, Founpry Trape JOURNAL. 


Moulding Machine 


\ TANTED Shell 
Biscuit size 15 in 20 in., must be 


first class condition. Box WS254, Founpry 
Trape JOURNAL 
WO DOWN frame magnetic Moulding 
Machines type D.S.S.7 

Four down frame magnetic Moulding 
Machines type D.S.8.5 

Two small sandmilis, pan size approxi 
mately 3 ft 

One Skleenar 50/150 Oil Fired Furnace. 
Airless shot blasting machine with table 
7 ft. diameter or more 


Two Macnab _ jolt rockover Moulding 
Machines type E 

One foundry equipment B.M.O. sandmill 

Four Coleman Wallwork type 563D Mould- 


ing Machines 
LAWFORD PLANT & MACHINERY LTD, 
Manningtree 365 


Cleveland Plant and 
Machinery Co., Ltd., 


want your 


Surplus Foundry 
Plant and Forging 
Equipment 
Best prices given 
Wharncliffe House 
44 Bank Street 
Sheffield, | 


Tel. No. 2905! 


FOUNDRY TRADE JOURNAL 
MACHINERY FOR SALE 


AND Operated Overhead Travelling 
Crames built to your requirements, 
cempetitive prices and early delivery. 
Second-hand Electric Hoist Blocks from 
5 cwt. to 5 ton in stock, competitive prices 


Apply: Frank Sat & Co., Lap., Station 
Koad, Blackheath, B’ham. Phone: Black 
heath 1635. 


é NE MULBARROW SAND MULLER, 
complete with two special round 
wheelbarrows, price £125, reconditioned 
Ricnarp Lrp., Bridgeman Place 


works, Bolton. 27431-32. 

] M.M. Jolt Squeeze Pattern Draw 
Moulding Machines 
H.P.L.1 26 in 18 in 
H.P.L.3 36 in 25 in 


Coleman Wallwork Jolt 

Draw Moulding Machine 
19 in 

10 ft. radius Sand Slinger by Foundry Plant 
& Machinery. Three motors, 400/3/50 

10 ft. radius Linslade No. 1 Sand Slinger 

Mulbaro® Portable Sand Muller, 3 ft. pan, 
motorised 400/3/50 

Oil Fired Mould Drier by Modern Furnaces 

Coke Bired Core Oven, two compartments 
each 18% in. wide 52 in. high 3 ft 
back front 

Redford Cartridge type Core Blowers with 
pneumatic clamps 
Avery No. 1412 Direct 
Testers, 100-150 K.G 


Squeeze Straight 
WT.563, 224 in 


Reading Hardness 


Firth Variable Hardometer with Micro Pro 
jecting head 
Electric Vibratory Sand Riddles, 22 in. dia 


4003/50 with tripod 
Cruickshank Cleaning & 

hexagon barrel, 38 in. long 

flats, motor driven, 400/3/50 
Unused Town Gas Heat Treatment Furnace 


Polishing Barrel, 
26 in. across 


by British Furnace, 2 ft. wide 5 ft. 6 in. 
long 14 in. high 

250 Ib. MRV Coke Fired Tilting Furnace 

Geared Tilting Ladles. 5 cwt. to 10 tons 
cap., new and secondhand. 

Also Shotblast Plants. Dust Extraction 
Equipment, large stock of new and 


secondhand Air Compressors 
Our stocks are constantly changing 
send us your enquiries 


THO*® W. WARD LTD. 
ALBION WORKS : SHEFFIELD 


"Phone. 26311 Ext. 307 


Please 


Remember Wards might have it! 


MACHINERY FOR SALE—contd. 


MOULDING MACHINES 


| M.M. Type RDO, table 26 in 18 in 
B.M.M rype Al table 3% in 


25 in 
B.M.M. Type AT4, table 30 in 21 in 
Above Jolt Sq. t/over patt. draw 
B.M.M. Type TO3 hand sq. t over, table 
30 in 20 is 
B.M.M. Airdraulic Stripping hand t/over 
JACKMAN Jolt Sq Pneu Press, table 
20 in \7 in 
tritannia plain pneu. jolt, table 22 in 
26 in. pin hift 
McNab Jolt Squeeze pattern draw, table 
size 20 in. wide 
Adaptable Hand Ram, take boxes 18 In. to 
2% in 
CORE STOVES 
tallard gas-fired 5 ft ft. 6 in 
4 ft. 6 in. high double-cased 
Silas Hyde gas-fired, 3 ft 5 ft 6 ft 
high triple cas 


SHERWEN Knockout, 
ft. 6 i 


Moulding Box 
n 3 


ft.. 3/50/400V 
For all types of FOUNDRY PLANT & 
MACHINERY 
Ss. C. BILSBY & CO. 
Hainge Road, Tividale, Staffs. 
Tipton 2448 
(Established over 40 years) 


Spencer Halstead 40 in. dia. airless 
Table Plant, Complete as new. £750. 
Mould- 


WT562C jolt squeeze, roll over 
ing Machine £375 

Vortec Mixer, nearly new. £75 

3 ft. cube Jackman Shotbliast Cabinet 
with dust filter unit 

Jackman Hand Squeeze 
Machine 

Adaptable Moulding Machines 

Fordath Senior Sand Drier 

McNab jolt squeeze Moulding Machine 

squeeze, Pattern draw, 

achine 

Tangye Senior Heating Stove 

New tested Chain Slings, double leg, 
30 cwt. to 50 cwt 

Abrasive Development Aqua-Spray, 
Wet type Blast Machine, almost new. 

Few Roper Ladles and Roper Ladle 
Hoists, 3 and 5 cwt. capacity 

New Bale-out and Lift-out Furnaces. 
Please send for illustrated leaflets 

Monometer 800 Ib. aluminium capacity 
Rotary Furnace 

Cummings Oil Sand Mixer. 


ELECTROGENERATORS LTD. 


Australia Road, Slough, Bucks. 
Tel: Slough 22877 & 22094 


Moulding 


CUPOLA 
PLANTS 


SPARK 


H. BECK & SON LTD. 


WEST LANE, .. KEIGHLEY. 


ROLLED STEEL 
MOULD BOXES 


WHEEL 


ARRESTERS 


CHARGING © 
MACHINES 


GEARED & UNGEARED LADLES 


FROM 
28 ib: CAP: 
TO 30 TON CAP: 


BARROWS 


LADLE HOISTS 
AND 


CONVERTORS 


KEIGHLEY 4132 


LADLES 


SCOTLAND 


AGENTS 


GEO. SMART & CO. 
GLASGOW CENTRAL | 
7819 


| MIDLANDS 

H. R. HARRIS 
BIRMINGHAM 
SOUTH 1360 


WALES 
J. HUTCHINSON 
CARDIFF 23832 


SOUTH 
J. C. MACINLAYS 
MITCHAM 4153 
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MACHINERY FOR SALE—contd. 


600 


EW & 8/H Broom and Wade Electri- 
cally Driven Air Compressor Sets, 
motorised 400/3/50 with — gear. 
1 200 cf.m. Model D. 100 p. 
2 = Model bit: 240 «6100 p. 

1 330 ¢c.f.m. Model EH.241 100 p. 


GEORGE COHEN 


SONS & CO., LTD., 
WOOD LANE, LONDON, W.1!2. 
Tel.: Shepherds Bush 2070. 


STANNINGLEY, Nr. LEEDS, 
Tel: Pudsey 2241 


s.i. 
8.1. 
8.i. 


NE SHELL MOULDING MACHINE 
by Fairbairn Lawson Combe Barbour 
Ltd. Complete with Sand Mixer. All in 
perfect condition 
Two 200 lb. Lift Out, Coke Fired, Mono- 
lithic Furnaces, in really good condition. 
With eight sets of Firebars. Five 200 lb. 
G.M. Morgan Crucibles (Salamander), 
unused. Offers: Phone Bolton 21041, 


( 


Motor 
cycles. 
JOURNAL. 


NE No. 1 Simpson Intensive Sand 
Mixer complete with 74 h.p. Electric 
and Starter, 400 V., 3 phase, 50 
Box WN253, Founpry Trave 


VERTICAL FURNACES. 1 ton 
Apply: Castie Founpry 
Becks Road, Keighley, 


wo 

and 2 ton. 
(Ketentey) Limrrep, 
Yorkshire. 


SHOTBLAST MACHINES 


All sizes Rooms or Cabinets. 
Ex stock or prompt delivery. 
Low prices. 

Try us for 
Spare parts & tungsten carbide 
nozzles. 

Fully illustrated Catalogue free 
on request 
Actual Manufacturers 


ELECTROGENERATORS LTD. 
AUSTRALIA ROAD, SLOUGH 
Telephone : SLOUGH 22877 
49 years of satisfactory service 


LADLES 


STOCK UP TO STON CAP 


E. A. ROPER & CO. LTD. 
KEIGHLEY * Phone; 4215-6 


| port. 
| Works, Keighley, 
| 3737. 
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JAMES EVANS & CO. LTD. 


¢ BLACKFRIARS 2 


MOULDING BOXES 
STUDS AND 
CHAPLETS 


ry 


CUPOLAS 
WET & DRY SPARK 
ARRESTORS 
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LADLES 
SAND MIXING PLANT 
SAND DRIERS 


BRUSHES 
RIDDLES AND SIEVES 
SPRIGS AND NAILS 
PLUMBAGO 


AKG FOUNDRY 


BRITANMIA WORKS -CROSS SALFORD 5- Lancs 


MATERIALS FOR SALE 


ROCESSED FOUNDRY MANURE 

Higher permeability, greater strength, 
lower cost, cleaner castings, pest-free and 
odourless. Now used by more than 10¢ 
leading foundries and engineering works 
24-hour delivery service, 150 miles radius 
of Birmingham. Gtyster Peos., Walsall 
Tel. 27367. 


VIREWOOD for Cupolas, Sleepers and 
Sleeper Wood in wagon 
Surrites & Services Lrp.. 
«sham Bark Sidings, Wolverton. Backs 


pulverite 


COAL DUST | 


lowest in ash 


ee 

The STANDARD PULVERISED FUEL Co. Lra 

Head Office 

STREET, WESTMINSTEN 
TEL : ABBey 6255/6 


47 VICTORIA 
LONDON, S.W.! 


CAPACITY AVAILABLE 


ITREOUS ENAMELLING. — Capacity 
avuilable for enamelling castings iu 
all finishes (plain, mottle, marble, lustre, 
Prompt delivery by our own trans- 
Tus Rustiess Co. Lrp., Trico 
Yorks. Tel.: Keighley 


|delivery by 


CAPACITY AVAILABLE—contd. 
capacity available for floor moulded 
machine moulded castings. 


DECEMBER 28, 196! 
CASTINGS 
\ ODERN Jobbing Foundry has some 
Castings up to 7 tons in weight, also for 
Up to Grade 
17 and Alloy Cast Iron. Enquiries invited 
Box 1235, Founpry Trape Journat. 


‘NASTINGS.—We can save your porous 
/ castings, ferrous or non-ferrous, by 
an approved impregnation process; sample 
castings treated. .D. approved. — 
Recursro, Ltp., 66, South Harrow Viaduct, 
Harrow, Middlesex. ’Phone: Byron 1178. 


EAT , of Iron and 

Steel. Annealing, Normalising. 
Stress and Shotblasting. Prompt 
our own transport. Tse 
Iron Co., Ltp., Trico Works. 
Tel. Keighley 3737. 


RosTLess 
Keighley. 


OR successful castings from your 
plant. Pressurecast matchplates, pre- 
cision wood or metal ee equipment 
can be purchased quic competitively, 
from Boora Bros. ~~ Baggrave 
Street, Leicester. Tel. 67020 


APACITY available for Iron and Stee! 

Castings. Sand and Shell Moulding 

making capacity. Enquiries 

ited: Kwywere Castines, Lrp., Station 
Road, West Horndon, a 


FOUNDRY CAPACITY 
NAPACITY available in Birmingham 
/ tronfoundry for 8,000-10,000 boxes per 

week on Mechanised Plant. 
Box sizes 28 in. < 21 in. = 6 in., 28 in. 
24 in. 6 in. and 18 in. 12 in. x 5 in. 
Pattern making to suit above plant also 
available. 
Enquiries _ invited. 
Box FC249, Founpry 


Company 
Trape JOURNAL. 


PATTERNMAKERS 


N ODELS and patterns in wood to suit 
z modern moulding methods. T. H 
Dick & Ltp., Church Row, Cleveland 
Street, Telephone 29652. 


Co. 
Hull. 


ATTERNS for all branches of Engin- 

eering for Hamd and Machine 
Moulding.—Furmston & Lawtor, 
Letch worth. 


ENRY CLUETT & CO., LTD.—Pat 

terns of all types in Wood, Metal 
and Epoxy Resin notations by retarn. 
ick delivery. Furlong Tunsta! 
Stoke-on-Trent. Tel. 87822. 


ALLOYS, IRON CASTINGS 
& MACHINING 


APACITY available for castings up to | 
40 cwt. with machining tor lathes, | 
millers, planers, etc. Patternmakiune | 
facilities available. Enquiries invited : | 
. Woopcock, Sons & Co. Lrp., 
Ravenhead, 


PATTERNMAKERS 


(Engineering) CO. LTD. 
Shrewsbury Road, London, N.W.!¢ 


PATTERNS 


CASTINGS 
Phone : ELGAR 8031/2 


St. Helens, Lancs. 
Tel.: St. Helens 3961 & 7223. 
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4 B ch. VY FULLY-MACHINED METAL PATTERNS, coreboxes, 
* core-driers and setting-jigs for SHELL-MOULDING and 


& COMPANY WOODEN PATTERN EQUIPMENT of all sizes and 


types for loose-pattern and plate moulding. 


EPOXY RESIN MULTIPLES and replacement 
equipment. (Plastic Patterns) 


L MITED KEEN QUOTATIONS RELIABLE DELIVERIES 
i / B. LEVY & CO. (PATTERNS) LTD., 1-5 OSBERT STREET, LONDON, S.W.! 
TELEPHONE VICTORIA 1073 or 7486 


We have ALREADY 
supplied over 500 sets 
of Epoxy Resin Pattern 
Equipment to OVER 45 
well-known Foundries. 


RESIN | mas Our RESOURCES and 


EXPERIENCE are at 
PATTERN EQUIPMENT YOUR service! 


DAWSON RD., BROADHEATH, ALTRINCHAM, CHESHIRE. oe Technical Representatives are always available to discuss your 
Tel: ALTRINCHAM 334! requirements upon request. 


SUBSCRIPTION ORDER FORM 


To the PUBLISHER 


FOUNDRY TRADE JOURNAL 


with which is incorporated ‘“‘THE IRON & STEEL TRADES JOURNAL” 


JOHN ADAM HOUSE, 17/19 JOHN ADAM STREET, ADELPHI, LONDON, W.C.2 
Telephone: Trafalgar 6171 Telegrams: “* Zacatecas, Rand, London” 


Please place my/our name on your regular mailing list to receive a copy 
of FOUNDRY TRADE JOURNAL each week, beginning with next week’s 
issue and until countermanded, rendering your invoice in due course in the 


£3.18s.0d. (Home) 


sum of 64" 10s. Od. (Abroad) to cover the first year. 


NAME 


ADDRESS 


Signature 


é yi 
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BLACK SEAM AND HISEGAR BLACK SEAM 
eheated downdraught 
Linings, Fireclay, CRUCIBLE FURNACES 
MIDLAND MONOLITHIC FURNACE LINING COMPANY LIMITED 
OOSE LANE, BARWELL, LEICESTER Tel. Earl Shelton 2061/2 (2 lines) 


J.H.MAY LTD. 


15-20 THE OVAL -HACKNEY ROAD 
BETHNAL GREEN LONDON E2 


Telephone: SHOREDITCH 7923 (2 lines) 


PLOYED 

a 

3 

= 

4 

% 
- 


Branch Works - CROWN WHARF - DACE ROAD - OLD FORD - E3 - Tel. AMHerst 341! 


NORMAN HOOKER) COKE 


(FOUNDRY SUPPLIES) 
LARGE STOCKS of FOUNDRY MATERIALS | 


FOR ALL PURPOSES 


AVAILABLE FOR IMMEDIATE DELIVERY | CAWOOD WHARTON & CO. LTD. 
CO, & SHELL MOULDING SAND | 
“ SOUTHLANDS ” ST. MARTIN'S HOUSE, 
A SPECIALITY HARROGATE. LONDON, S.E.18 
267a FINCHLEY ROAD, N.W.3 Tel. © Tel. 


Woolwich 5232 


RING : HAMPSTEAD 3449 & 6304 
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LEAD letters and figures as Miustrated are ides! for producing 
identification marks on RADIOGRAPHS in Industria! Radiography 


JOHN BURN & CO.(B‘HAM 


High Carbon 


Patterns FERROMANGANESE 


produced by 


KHANDELWAL 
Passel” FERRO ALLOYS LTD 


branches Works 
of Kanhan, District, Nagpur 
of India 


Head Office 


aisley Engineering Khandaiwal Bhavan, 


Fort, Bombay | 


U.K. 


J. F. PASSE & CO. Khandelwals Ltd. _K. A. Export Corporation 


Salisbury House 15, Park Row, 

Finsbury Circus New York, 38, N.Y. 
FORBES PLACE, PAISLEY London, E.C.2 USA 

Telephone Telephone 

Telephone: PAISLEY 2553 National 0387 Rectory 27780 and 27738 
Telex No. 23262 Cable KAEXANA 


by & Serving 


DECEMBER 28, 196! 8635 
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NON-FERROUS INGOTS 


SINCE 1888 


GUNMETAL BRASS 
PHOSPHOR - BRONZE 
LEAD-BRONZE APPROVED 
BRAZING METAL 

MANGANESE - BRONZE 
ALUMINIUM-BRONZE 

NICKEL SILVER: ALUMINIUM 


ALSO SELECTED SCRAP METALS 


THE CITY CASTING 
& METAL GO. LTD. 


BARFORD STREET BIRMINGHAM .S5 


Telephone: MIDLAND 0645 Telex: 33534 _ Telegraphic Address: “Turnings” Birmingham 


THE ALLOY GRAVITY 


SEMI-AUTOMATIC 

% PNEUMATICALLY OPERATED 

%& COMPLETELY FREEING THE HANDS 
% ELECTRICALLY TIMED 

% REDUCES FATIGUE 

% DOUBLES PRODUCTION 


The Gravity Auto-caster Major £194 


FRINGEVISION LTD. 


ELCOT LANE, MARLBOROUGH, WILTS. Phone: 657/8 


4 
we 

SILENT 
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ROPER 


MAINS FRIQUENCY CORELESS INDUCTION FURNAGE 
OPERATING AT MESSRS. RICHARDS FOUNDRIES LTD., LEICE! 


1-5 C.S.A. FURNACE 500Kw Rating producing S.G Iron Castings 


The Roper Crescenzi Furnace introduces new features to induction melting as shown 
by these facts in brief. The double coil in parallel gives maximum power input 

with variation in metal level between half and full—more safety devices and controls 
to maintain operating efficiency. Coils are sectionalized for easy replacement 

if necessary and the hinged cover keeps the heat in during melting, opening 
hydraulically for charging and inspection. Hydraulic skip charger is available for 
loading at floor level. Fully informative literature is available on request 
TELEPHONE: KEIGHLEY 4215/6 TELEGRAMS «CLIMAX” KEIGHLEY 


; 
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BZICHARDSON [ENGINEERING 


supply SHOT-BLAST PLANT that is: 


RELIABL & KGELLENT FINISH 


MODERN 
MELTING) tu 


——RICHARDSON ENGINEERING—— 


(Birmingham) Ltd. 
ICKNIELD PORT ROAD, BIRMINGHAM, 16 
Telephone: EDGbaston 1539 & 3748 also Cradley Heath 66181/2 


Amongst the Ballard range 
of Core Ovens there is a 
type to suit your exact 
requirement. 

Iilustrated here are Con- 
tinuous Mono-Rail Ovens, 
Vertical Continuous Ovens, 
Trolley Loaded 

Mould Ovens and 

Box Ovens. 


 TEL.: TIPTON 2651 4 


F. J. BALLARD & CO. LTD., TIVIDALE, TIPTON, STAFFS., ENGLAND. 


rit 
RAPID. & _.| ECONOMICAL 
| 
| 
| 
| 
ROPERS: PMENT 
2 
| THERE CAN 
BEA 
| A | 
THE NAME -CONVEYVING OVENS 
a CORE OVEN” We 
P, IR REQUIREMENT 
MEET YOUR PARTICULAR REQU 
Gi fo} 


DECEMBER 28, 196! FOUNDRY TRADE JOURNAL (SUPPLEMENT) 39 


10-ton loads moved anywhere, any time? 


MonoRail Overhead Handling Systems can transfer loads of up to 10 
tons swiftly and smoothly and set them down at any point in a factory’s 
cubic area. Track, interlocks and bridges are all available to give you 
an overhead system tailor-made for your needs. Installations range 
from complex automated systems to simple gravity drives. Get your 


handling problems off the factory floor. Look into MonoRail now. 


‘OVERHEAD’ 
says the man with the MONORAIL plan 


UNDERSLUNG CRANES, AUTOMATIC: MONORAIL SYSTEMS, DIP SECTIONS, WEIGH SECTIONS, KANT SHO SHIELDED ELECTRIFICATION 


Send for the man with the MONORAIL plan 


BRITISH MONORAIL LIMITED WAKEFIELD ROAD BRIGHOUSE YORKS TELEPHONE BRIGHOUSE 2244 


A member of the Herbert Morris Group of Companies 


| 
; 
: 
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ANDERSON CRANES 


Specially Developed for Foundry Duty 


Anderson Cranes have a high 
reputation for modern design 
and construction coupled with 
unsurpassed workmanship all of 
which ensure the absolute reli- 
ability and efficiency so essential 
in every foundry. 

Cage or floor operation ; totally 
enclosed gearboxes ; slow speed 


control. 


CARNOUSTIE HE ANDERSON-<GRICE CO. LTD. “DIAMOND” 

2214/5 and 2110 [TAYMOUTH ENGINEERING WORKS - CARNOUSTIE - SCOTLAND] CARNOUSTIE 


Interchangeable * Accurately jigged 
and reamed, Withstand rough handling. 
Long life without distortion. 

Sizes and shapes to requirements, 


BILSTON STOVE STEEL TRUCK cO. LIMITED 
BILSTON Phone: BILSTON 41921 


e Agents for FOUNDRY SUPPLIERS LIMITED. 
Southern England Cockspur St., London, S.W.1 ’Phone: TRAfalgar 
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ARTHUR SMITH (S & B FOUNDRY SANDS) LTD., 


COTES HEATH, 


STAFFORD. 
Telephone: Standon Rock 232. 


Quarry at: Quarry at: 
Swynnerton Red Moulding Sand, Brereton Core Sand, 
Lower Hatton Quarry, Brereton Heath 
Cotes Heath, Holmes Chapel Road, 
Stafford. Nr. Sandbach, Cheshire. 


WE CAN NOW OFFER A FULL RANGE OF FOUNDRY SANDS 
FOR ALL METHODS OF FOUNDRY PRACTICE: 


CLASSIFIED AND LABORATORY TESTED FOUNDRY SANDS. 


B.C.S. Fine. C.C.S. Medium S.R. M.S. Fine. N. W. Fine. 
C.C.S. Coarse. Southport Sea Sand. S.R. M.S. Coarse. N. W. Coarse. 


Samples and Analysis supplied on request. 


PELLETED FOUNDRY 


BRITISH PATENT NO. 632734 


BETTER CASTINGS 
REDUCED FETTLING TIME 
MAXIMUM ADDITION 27 


Sole Manufacturers 


THE MIDLAND TAR DISTILLERS LTD. 
OLDBURY BIRMINGHAM 


TELEPHONE: BROADWELL 166! 
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é During the last 75 years STONES have played a leading 
. ST NE voy, part in the development and application all over the world 
of high tensile brasses, nickel aluminium bronzes and 

whitemetals. To-day we have pleasure in introducing our 


MET ALS ? entirely new and outstandingly successful SUPERSTON 
range of super-strength copper base alloys. 
if you require the highest possible quality and the certainty that a complete metallurgical advisory 


service will always be at your service, please send your enquiries to us. No quantity or problem is 
too small or too large. 


BRONZE ingot and forging billet WHITEMETAL ingot 
Manganese bronze Chromium bronze Dsyl 
Nickel aluminium Lead bronze Underwater 
bronze Tin bronze Main bearing 
Gear wheel bronze Gun metal Railway 
Auto 
Linings by Lagersmit process 
SUPERSTON illoys 
Extruded bar Welding wire 
Forgings Electrodes 


Castings from our licensees 


Woolwich Road, Chariton, London, S.E.7. 


ON THE APPROVED LIST OF ADMIRALTY AND A.1.D. 


(20) STONE MARINE ENGINEERING CO. LTD. 


CONTACT THE SPECIALISTS 


NORWEGIAN 
OLIVINE SAND 


FORISTEEL FOUNDRIES 


More and more Steel Foundries— 
particularly in Manganese Steel, Carbon ; OVERHEAD CRANES 
Steel, High-Alloy Steel,andalso Aluminium, 

eel, Hig oy Steel, and also ium J1B CRANES 


are turning to the use of Olivine Sana, for 
its technical advantages, and in reducing id : 
and eliminating the silicosis hazard. Trial — HOISTS, JACKS, 
deliveries in bags can be arranged, with Se... aw PULLEY BLOCKS, 


supplies in bulk shipments at very keen WINCHES AND ; 
prices, for tonnages. | : LIFTING TACKLE OF 


You should enquire now for full ALL DESCRIPTIONS 


details and quotations from: — 


PRODUCTION CHEMICALS (Rochdale) LTD. 


Victoria Buildings, 32, Deansgate, Manchester, 


Telephone : Telegrams/Cables : 
Blackfriars 3396 & 3851 Chemprodux, Manchester 
INT. TELEX : 66-330. PULLEY BLOCK WORKS 

Cradiey Heath, Staffs. 
Tel: Cradiey Heath 66329 
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SWING 
FRAME 


FETTLING GRINDER 


Simple, powerful and effective with all essential 

features for the rapid removal of excess metal from 

castings and welded structures. Removing one pound 
of metal in 3 mins. 


j. Uses modern high-speed Resinoid Bonded Wheels 
+ 12” dia., powered by 3 h.p. totally enclosed motor, 
' tilts at any angle and fitted with spark arrester. 

Write for List 


L. J. H. BALLINGER LTD. 


Station Rd., Woodchester, Gloucestershire. Phone: Amberley 323! 


| 


| 


| 


\ 


BUCKLAND 
RESIN-COAT SAND 

FOR SHELL MOULDS 
ANDCORES 
SANDS FOR NY ASSURED OF 


AND ~ BUCKLAND SANDS 
OIL CORES The Finest Obtainabie 
Sole Distributors of 


te BUCKLAND DRIED SANDS 

A. ELDER REED & 

CO. (SALES) LTD. 

103-105 BATTERSEA HIGH ST. 


LONDON, S.W.11 
— Telephone: Battersca 6652 
Y and 177 CORPORATION ST. BIRMINGHAM 
Y Telephone; Central 7642 


nS REIGATE HEATH - REIGATE 
> SURREY TELEPHONE: REIGATE 2272 


ESTABLISHED OVER 35 YEARS 


FAITHFUL SERVICE TO THE FOUNDRY INDUSTRY 
(ESTABLISHED 


Manufacturers of 


CHAPLETS & STUDS - STANDARD STUDS FROM STOCK - SPECIAL SIZES IN ANY 
SHAPE OR PATTERN MADE TO CUSTOMERS REQUIREMENTS AT SHORT NOTICE 


Send your enquiries to:— 


NICHOLL & WOOD LTD. 


1932) 


Telephone HX 64484 
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PAGE Nos. 

A.E.1.-Birlec, Ltd 

A. Plastics (Aldridge), 


Acme © onveyors, Ltd. _ 
Air Control Installations Ltd. — 
Albion Pulverising Co. Ltd.. 5 
Allan, John, & co. — 
(Glenpark), Ltd. 
Alley Compressors, Ltd. .. — 
Amber Oils, Ltd. .. _— 
Ambuco Ltd. 
Anderson-Grice Co., ‘Ltd. 40 
Annealers, Ltd. - 
Armstrong Whitworth 
(M.1.), Ltd. 
Ashworth Ross & Co., Ltd. 17 
Aske, Wm., & Co., 
Associated Lead Mfts. Ltd. — 
August's, Ltd. 
Austin, E., & Sons, Ltd. 8 
Badische Maschinenfabrik 
A.-G. 
Bairds & Scottish Steel, Ltd - 
Baker Perkins, Ltd. . Bil 
Balbardie, Ltd. — 
Ballard, F. J., & Co., Ltd. 38 
Ballinger, L. J. H., Ltd. 43 
Beans Industries, Ltd. 
Beck, H., & Sons, Ltd. — 
Bennett, H. G., & Co. 
(Gloves), Ltd. 
Berk, F. W., & Co., Ltd. == 
Bilston Stove & Steel Truck 
Ce., Ltd. 40 


Birlec-Efco (Melting), 
Blackwell's 
Works, Ltd. 
Boydell, E., & Co., Ltd. _ 
Bradbury, John, & Co. 
(Stockport), Ltd. 
Bradley & Foster, Ltd. 20 


British Acheson Electrodes, 


Lt 
British Aero Components, 
td 
British Brown-Boveri Ltd. 
British Electrical Repairs, 

Ltd 
British Foundry Units, Ltd. 13 
British Industrial Sand Ltd. 
British Iron & Steel Federa- 


tion 
British Monorail, Ltd. 39 
British Moulding Machine 

Co., Ltd - 


British Resin Products, Ltd. — 
British Ronceray, Ltd. . 
British Shotblast & 

eering Co., Ltd. J 
Broom & Wade, 
Broughton, J 

ineers), Ltd 
Brummer, Ltd 
Buckland Sand & Silica Co. 

Ltd 43 
Burn, John, & Co. (B'ham), 


Ltd. 
& Son (E ng- 


& Son, Ltd. 


Carborundum Co., Ltd. 

Catalin, Ltd 15 
Cawood Wharton & Co. Ltd. 34 
Chapman & Smith, Ltd. .: 
Ciba (A.R.L.), Ltd 


Ltd. 
Burnand, W. E., 


City Casting & Metal Co Ltd. 36, 


Cleanair, Ltd 
Cohen, Geo., Sons & Co., Ltd, — 
Coleman-Wallwork Co. Ltd. — 


Consolidated Pneumatic 
Tool Co., Ltd. — 

Construc tional Engineering 
Co., Lté., Th 12 


Controlled He at & Air, Ltd. — 
Cooke, Bailey, Ltd. — 
Cox & Danks, Ltd. oe 
Crockett, Lowe, Ltd. 
Crooks, L. E ; — 
Cumming, Wm., & Co., Ltd. 10 


Dallow, Lambert & Co. Ltd. 813 
Dependable Shell Core 
Machines Inc. 
Derncliff Engineering Patt- 
ern Uo. 


Published by the 


FOUNDRY TRADE JOURNAL 


PaGE Nos. 
Dickson, Roy Wilson, Lid. - 
Distillers Co., Ltd., The 15 
Dowler, H. & 
Pattern Makers, — = 
Dowson & Mason, Ltd. - 
«& Elliott (Sheffield), 
Ltd. - 
Durrans, James, & Sons, Ltd. 23 
Dustuctor Co., 
Dyson, J. & Ltd. 


Electrical 
Association 

Electrogenerators, Ltd. 

Elliott, E., Ltd. i4 

Engineering Services (Man- 
chester), L 

Ertel Ore, L 

Escol Products, Ltd. 

Evans, James, & Co., Ltd. 32 

Evans, Roy, M.1.B.F. A 24 

Evans, Stanley N., Ltd. 19 

Ewart Chainbelt Co., Ltd. 

Eyre Smelting Co., Ltd. .. 


F. & M. Supplies, Ltd. 

Felco Hoists, Ltd. . 

Fenton Byrn & Co., Ltd. 

Filter-Heat, Ltd. . 

Firth Cleveland Tools, Ltd 

Fischer, George, Ltd. 

Fisher-Foundries, Ltd. 

Fletcher Miller, Ltd. 

Flextol Engineering Co., Ltd 

Fordath Engineering Co., 
Ltd. 26 


Foseco International, Ltd. 11 
Foseco, Ltd. 
Foundry Equipment, Ltd. 

6 


Foundry Mechanisations 
(Baillot), Ltd. 

Foundry & Metallurgical 
Equipment Co., Ltd. 

Foundry Plant & Machinery : 


utd. 
Foundry Suppliers, Ltd. . 40 
Foxall, William, Ltd. é 
Foxboro Yoxall, Ltd. 
Yrankiss, R. J. (Patterns) 
Ltd 
Franklin Furnace, Ltd. 
Fringevision, Ltd. 36 
Fuel & Metallurgical Pro- 
cesses, Ltd. 
Earth Union, 


F Ltd. 


G.W.B. Furnaces, Ltd. 

Gas Council i 

G.E.C (Engineering) Ltd 

General Refractories, Ltd. 

Gliksten, J. & Son (Hard- 
wood), Ltd. 

Goodyear Tyre & Rubber 
Co., Ltd. .. 

Graphite Products, Ltd. 

Great Lakes Carbon Inter- 
national, Ltd. 

Green, Geo., & Co. 

Gregory, J. G., & Sons, Ltd. 

Guest, Keen Iron & Steel 
Works 

Guest, Keen ‘& Nettlefolds 
(Cwmbran), Ltd. 


Ltd., 


Construction 
Co 4 
Hargraves Bros. (Manches- 
ter), Ltd. .. 
Harris & Pearson, Ltd. - 
Harvey & Longstaffe, Ltd. 3 
Harvey, J. J. & Pressurecast, 
Ltd. 
Hedin, Ltd. 
Heneage Metals, Ltd. 
Hepburn Conveyor Co., Ltd 
Hepworth Refractories Ltd. 
High Speed Steel Alloys, Ltd. 
Hills (West Bromwich), Ltd. — 
Hills Precision Die C ne 
Ltd. 
Holman Bros.. Ltd. 
Holmes, W. C., & Co., Ltd. 


EWSPAPERS 


INDEX TO ADVERTISERS 
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Pace Nos. Nos. 
Holt, G. J. (Rochdale), Ltd. — Procter Bros. (Wireworks), 
Hooker, N. (Foundry Ltd. 
Ltd. Production Chemicals is (Roch- 
Hooker, W. J., Ltd . 809 dale), Ltd. 2 
Purimachos, Ltd. — 
liford, Ltd. 
Imperial Chemical Indus- Rapid Magnetic, Ltd. 
tries, Ltd. Reavell & Co., Ltd. - 
Incandescent Heat Co., Ltd. Refined Iron Co. (Darwen), 
Ltd. Reid, Wm., & Co. wd 
Resinous Chemicals, Ltd. 
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BUILT-IN BALANCE & 
CONSISTENT ACTION 


These free-cutting Norton high 
speed fettling wheels are engineered 
to give maximum output with high 
wheel life. The built-in balance 
minimizes wheel bounce, reduces 
operator fatigue. Stringent grade 
control maintains consistently high 
quality performance. 


ER NEW NORTON BDA REINFORCED WHEELS— 


for speed and safety on right angle grinders. Cleaning up, 
beveliing, cutting down or smoothing, these tough new Norton 
BDA reinforced wheels do a sturdy job. Whether for roughing or 
finishing, they show a marked improvement in both cutting rate 
and durability combined with doubly reinforced safety. 


SE NORTON MOUNTED WHEELS AND POINTS— 


small items, but BIG performance. Entirely new manufacturing 
procedures ensure the most consistent product possible. Experience 
has proved that Norton Mounted Wheels & Points grind better, last 
longer and save more on hundreds of those “hard-to-get-at” 
grinding jobs. 


Fill in and post the coupon below for leaflets giving shapes, sizes and recommended specifications 


15 Norton and Alfred Herbert 


warehouses are stocked to 


WNORTONE GRINDING WHEEL COMPANY LID 


Norton and Behr-Manning 
factories also in Argentina, 
Australia, Brazii, Canada, 
ENQUIRIES ALSO TO ALFRED HERBERT LIMITED, COVENTRY. COVENTRY 29221. France, Germany, Italy 
% Registered Trade Mark of Norton Company U.S.A. Northern Ireland 
South Africa and U.S.A. 
PLEASE SEND ME 
Leaflet “High Speed Rough Grinding’ 


a enasives WELWYN GARDEN CITY - HERTFORDSHIRE - Welwyn Garden 23484 (15 lines) 


NAME 
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FI Leaflet ‘BDA & BD Reinforced Resinoid Wheels" 


ADDRESS Leaflet ‘‘Mounted Wheels 4 Points 
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*COREITE’ LIQUID CORE BINDER 
BENTONITE 

: N-SILICA PARTING POWDER 


THE ERITH RANGE OF SANDS We know that BENEFLUX and our other exotliermics are 


good — wh 
Combine a variety of selected LOAMS and SILICA SANDS of guaranteed why don't yes Gnd out about them by ce oe 


lity, suitable for every appropriate found equi - In all 
the R 0 B 0 N R E F R A C T 0 R E 
practice and are tried and provea by performance and results. LIMITED 


Write for lilustreted Brochure end Free Samples to: ESTABLISHED 1805 GURNEY WAY, AYCLIFFE TRADING ESTATE 
j. PARISH & CO., ERITH KENT Telephone No.: ERITH 32056 AYCLIFFE, Co. DURHAM 
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